TUNGCHIP DISPENSER
An improved feeder design allows for accurate delivery of Tungchip Tungsten
Carbide Grit into the molten weld pool, generated by a MIG (GMAW) welding system.

INCLUDED IN THE SYSTEM ARE THE FOLLOWING:

e Vibratory feeder assembly, fully enclosed including mounting bolts.

e Control box with two way power switch - on-off, power light
and electrical noise suppression, soft start and two-way bypass
switch.

e Foot pedal control or optional sensor switch activation.

e NB - All external devices operate at 24 volts DC for safe user
operation.

e (abling protected with PVC spiral sheath.

e Powder coated Tungchip hopper.

e 1.5 metres of clear wire-wound drop hose.

e +150mm SS metering tube with clamp for MIG gun mounting
(MIG gun not included).

e Ceramic replaceable TIG nozzle.

e 220-240V AC line cable.

e All screws and nuts for assembly to a base plate.
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CONTROL FUNCTION AND OVERALL DESCRIPTION OF THE SYSTEM:

POWER

Is supplied to this system via a 230V AC 50 cycle line cable with three-
prong plug, for Australia/NZ, or two-prong German style.

POWER SWITCH

When the toggle switch is switched on, the feeder will not commence
until the foot pedal, or sensor switch is engaged.

BYPASS SWITCH

This enables the feeder to operate without the foot pedal being
engaged.

CARBIDE FEED RATE

The carbide feed rate is controlled by a single turn potentiometer,
utilizing phase angle control principles.

MOUNTING

3 bolts are provided to mount unit on your mount plate. These are
stand alone and not part of the vibrator.

CARBIDE FEED

The advantage of this trough fed system is that it can accurately meter
any size of Tungchip Tungsten Carbide Grit or particle without the
need to add any new system component or adjust any component of
the system other than the potentiometer. The feed rate potentiometer
allows for a wide range of feed rates with a simple turn of the dial,
while the unit is in full operation. There is no need to stop in order to
make and test mechanical adjustments. The foot pedal allows you
ease of control, the unit can be preset and Tungchip Tungsten Carbide
Grit feed commences by pressing the foot pedal



TUNGCHIP DISPENSER

ADDITIONAL INFORMATION ON
WELDING WITH MIG CARBIDE

PREPARATION

Always try to grind the weld area to clean and
remove any oxide build up (rust). Many shops do
not clean to save time and money, the surface does
not have to be perfect.

WIRE

The most versatile wire size is £1.2mm LH/S6 wire.
This wire can be used with the higher voltage and
lower amps to make thinner weld beads with deep
penetration. The best wires are triple or double de-
oxidized, low hydrogen. They make a very clean
puddle for the carbide to drop through and have a
high tolerance for dirty base metal surfaces. Using
Ni Cr wires provides good resistance against corrosion
and increases working temperature. Alloyed wires
like manganese / chrome alloys allow the matrix to
harden and have been found to be successful in
certain light impact applications.

CARBIDE DEPOSITIONS

Many MIG carbide users are now favouring 12 x 20
mesh size or something close to this range. Some
customers have found that for very fine particle
abrasion 20 x 30 mesh is a better size. A good choice
for general service is the 12 x 30 mesh size. For pure
rock service 20 x 30 mesh, has been found to be
successful. When working in mixed materials that
are damp and tend to clump together, a larger particle
will tend to attract the material, assisting with
material on material wear. This is general information
obtained from customer's experiments and comments.
We recommend you undertake your own trials.

Our products and any recommended practices, should be tested by the user under actual service conditions to determine their
suitability for any particular purpose. The results obtained using this product / information are affected by variables such as
welding procedure, base material composition, operating temperature, weldmet design, method of fabrication and service
requirements which are beyond our control. It is the sole responsibility of the user to determine the serviceability of a structure
using this product and the information contained in this data sheet. The technical information given in this data sheet reflects
the present state of knowledge and does not form part of any sales contract as guaranteed properties of the delivered materials.

SCREENING USED CARBIDE

After several cycles, used carbide tends to pick up
over-sized particles, splatter, dust, dirt, etc. This
contamination will begin to affect the feed ability
and the quality of the weld. Screen the recycled
carbide through 200 - 400mm diameter sieve screens
of the same mesh as your carbide. For example, if
you are using 12 x 20 carbide, buy two screens and
one bottom pan. The top set would be 12 mesh.
The middle set will be 20 mesh. Discard or re-crush
everything on top of the 12 mesh and dispose of
everything in the bottom pan (environmentally
correctly). Screens available on request.

GASES AND VOLTAGES

Argon/02(2%) is the most popular mix. Pure Argon
is also used; however it is not as popular. 75/25
(75% Argon/25% CO2) is another choice. Pure CO2
is the cheapest gas and can be used with high
voltage. The higher the voltage the more penetration
and the flatter the bead will be. All gases can be
used with high or low voltage.

° Low Heat 24-26 volts
° Medium Heat 27-29 volts
° Hot 30-33 volts

MINIMIZING DISTORTION

To minimize distortion (especially on thinner parts),
use lower volts and amps with pure Argon. Use
preheats on all parts to eliminate or minimize
distortion. Most thick and wide cutting edges can
be made perfectly flat with only preheat. Thinner
parts should be pre-bowed and warped (along the

preheat). This information is used as a guide only.
It is recommended that you undertake trials yourself
to evaluate the particular alloy and product you are
working with.

TYPICAL WELD SETTING
Weld settings for medium weld speeds would be

the following:

e WireSize: 1.15mm  1.6mm  2.36mm
e Volts (V) : 29-30 29-31 30-32

e Amps(A): 230-245 290-300 325-360
e Gas . Argon or Argon/02

e Low flat bead shape with medium penetration

WELDING TECHNIQUES

Single layer welds are recommended. Multiple layers
tend to dissolve the carbide in the lower layers and
produce a very hard deposit that will chip and break
off with only light impact. Use oscillated beads about
15mm-25mm wide (37mm max). Oscillation
frequency should be 70-85 cps (cycles per second).
Aim carbide into the trailing side of the arc puddle.
The aim point is critical for good carbide distribution.
If these basic parameters are followed, consistent
and reliable work can be readily produced by any
weld shop. The process requires operating trials to
fine tune the process. Product and application
variances must be taken into account before applying
Tungchip Tungsten Carbide Grit.

Designed and Assembled in Australia






