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Plasma Power Supply

Plasma power supply is an effective technique to improve
the wear resistance and impact resistance on the surface of
metal

. The process of PTA surfacing is to melting the alloy powder
by the heat of plasma arc and the melt pool in the
workpiece would change the features on the surface. The
plasma arc has the natures of high heat, high efficiency,
good stability and easy to control the depth of fusion etc

Compared with MIG, laser, HVOF, PTA is affordable, flexible
additional material formula, metallurgical bonding etc

. Low cost, economize on labor and consumables
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Characteristics of Plasma Power Supply

Digital programming control

Digital inverter technology, IGBT power module
High Voltage

Aerodynamic design

Storage function

Dynamic welding

Pulse function
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01 High Integration
PART

P(,)ARZT Plasma continuous pulse surfacing (Similar as Laser cladding )
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PART Argon arc continuous welding

04

PART No Noise, No Pollution, Friend Environment

Laser Welding Laser Cladding

05

PART Metallurgical bonding




Pilot arc is auxiliary to starting main arc

The heat source of ion arc is from main
arc(transferred arc), which the temperai
would be up to 16000-24000 C

lon beam would weld almost all metal
material
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Plasma gas Shiclding gas
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DC Power Supply
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Non-consumable

tungsten electrode

Shiclding
gas nozzle

Constricting
water cooled nozzle

_ Weld pool

Workpiece
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There are three compressed methods of the beam from the
plasma torch: mechanical compression, gas compression and
electromagnetic compression

Plasma arc has high energy density, high arc column stiffness,
which can avoid magnetic drift and is less affected by distance



Configuration with the powder feeding by impeller that would realize the
feeding in advance and in lag to avoid the crack as extinguishing arc

Powder outlet

Discharge outlet

Powder feeding system
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Plasma torch for outer Plasma torch for inner

§25°

DM L'V03 BD The two torches would be configured as the requirement



Torch DMD300 with small size is proper for welding small bore and the water
cooling directly is proper for working for a lon time.
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High air tightness High insulation
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High temperature resistance Low failure rate

Good insulation to avoid electric shock of workers




Applicable base metal range

Welding machine parameters

This power supply for DC can be used for pearlite, ferrite, lower bainite, austenite, plate martensite and
other ferrous metals.

Plasma surfacing is a fine crystalline surface strengthening process, which has a stirring effect on the
molten pool, can fine grains and uniform structure composition, and has obtained more wear resistance,
corrosion resistance, high temperature oxidation resistance

Plasma Power supply DML-WVO3BD

Item Parameter
Function Contir?umls Pulse welding
weldings
Pilot arc current C(AD 3—20 3—20
Welding current CAD 2—300 2—300
Background current CAD 2—300 >—300
Current rise time (s 0—0. 5 0—0. 5
Current drop time (s 0—0. 5 0—0. 5
Pulse welding time (ms?> 1—999
Welding interval time C(msD 10—990
Rated wvoltage (V) AC380 50HZ=
ITnput power C(EKW) 17. 2
Advance powder feeding time (=2 0—5
Delav powder feeding time (s 0—5
Gas shiled time (s2 1—20
Dutv cvecle (%2 =T
Weight Cleg D 151

Dimension Cmm > S00X500X 1558



WHE®WH &4 LHEARARAE T Y08 R B -
ASTM G65 - Procedure A -

FEdh 2 H: AR FH A5 B HE SR B KB
AFEGR HS 160406 34« 15/12/2016
GG 161215
RS AL N/A B AR Below
i « N/A TR 48 B HE 12.7mm
A T REL IS 16 < N/A A A 0 4 A-60(HI ECli 1)

W HE LAY - DML-V02BD ~

HE A HL I o 75A -

WRFE4 %) (Test No.) HS 160406 -

R Jy: (Test Load ) - 30Lbf 135N~

¥ ¥ . (Wheel Revolutions )+ 6,000 ~

¥iftid: (Sand Flow, g/min )~ 330~ 2

WAL 0T AT KL (Initial Mass, g ) - 149.044 -
Wi )5 AL (Final Mass, g ) - 148.829 -
I B K : (Mass Loss, g ) + 0.210
Wi : (Density, g/em3 ) - N/A =+

EFIH % (Volume Loss, mm  (mass loss/density) x 1000 )+ | N/A -

¥ HA2 (W)5): Wheel Diameter , mm (after use ) - 2283+
B RS IREE . (Maximum Wear Scar Depth, mm ) - N/A -
i 245 . ( Adjusted Mass Loss,g ) - 0.215-
BEME: 58.SHRC W kB

BE: BIEREWHE, HES 2CMo MR 3.7 1 Ht: hER



UPPLIES

Auxma'ry Cooling water, Argon, Power source
Supplies

Main | |
Supplies Alloy powder, Welding wire

Some objects can’t draw into wire due to the physical
properties. However, the alloy powder would cover all wire.
TINCIDUNT LAOREET DOLORE MAGNA ALIQUAM ERAT The advantages of the alloy powder are low cost, uniform bead,
efficiency that is approved more and more by the customers.
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Typical application
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Iron and steel Electricity Petrochemical Mining machinery




CONTAQCT

Shanghai Duomu Industry Co.;

Mobile phone: 021-66080902
Fax: 021-62849045

Website: www.ourwelding.com
Email: duomushanghai@gmail.com

Address: Unit 2, No. 615, Fengdeng road, Jiading district,
hanghai, China
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http://www.ourwelding.com/
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