ANY WIDTH - ANY COM

Multi-Wire Replacement of Strip Cladding / Hardfacing

CLADIATOR™ IS A TRADEMARK OF LINCOLN GLOBAL
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Equipment

» Cladiator welding fixture and torch are more
flexible and less complex compared to those
used for traditional strip cladding and surfacing

» The Lincoln Electric PowerWave AC/DC 1000SD
is easily paralleled to increase deposition rate
still staying at low dilution rate.

" Most strip applications use SAW DC power supplies. The
wider the strip, the more current the application needs.

- So it is not uncommon to see two DC-1000 in parallel
on some/most strip applications. But using DC units in
parallel means more heat on the strip and consequently
more penetration and higher dilutions.

» The contact tips on the Cladiator are less
expensive than on strip heads and can
potentially provide longer life.

Quality of Weld

» Overlap zones are more level with Cladiator
welding;

That is because with the Cladiator process the wire speed
rates and power (with multiple power supplies) can be in-
dividually controlled - for instance, the outer pair of wires
can have different feed rates and heat inputs to better
control the edge effects.

» Middle of the weld profile is more level using
Cladiator.

Though some strip heads include a form of magnetic
oscillation to help keep the weld puddle as flat as possible
and keep the contour less, these are not very advanced
and have to be manually adjusted during the welding
process. These would have to be changed based on strip
type and width. Without these magnetic poles on each
side of the strip puddle, the center of the puddle can be
significantly higher then the two edges - a convex profile
will happen on most strip.

» Cladiator has a huge advantage allowing very
good control over the welding pool properties
and control of the welding pool.

Power Wave AC modes can provide for control of the
penetration and ensure good deposition rates while still
maintaining a low dilution



e All welding process parameters are programmed and controlled via a
single digital controller.

e Independent control of each wire for impr
and overlap.

e Direct digital control of the Lincoln Power/Wave supplies via Arc Link
e Built-in Ethernet communication and Pr

Advanced Weld Head

e Unique design to accommodate up to

ess Monitoring

e Wires can be isolated to allow for multiple power supplies.
This allows wires to be grouped, such as the inside
wire and 2 outside wires, and deposition parameters
optimized to optimize surface flatnegs.

e Quick-change, long life contact tip design.

Advanced Power Supplie

e Complete Integration with any n
of Lincoln Power Wave 1000SDs for

outstanding DC or AC performa

THE WELDING EXPERTS®
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Production Rate

» Based on the application, Cladiator systems
are able to use bulk wire delivery which
reduces costly down time to change out strip.

» Based on the weld procedure, deposition rates
of Cladiator processes could be increased
compared to traditional cladding.

» Machining time needed to get to the smooth
surface using Cladiator is significantly less
compared to traditional cladding since
Cladiator can provide a smoother overlap.
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AMET Inc (USA)

355 Dividend Drive
Rexburg, Idaho 83440, USA

Tel.: +1 (208) 356-7274
Fax: +1 (208) 356-8932
e-mail: amet@ametinc.com
www.ametinc.com
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