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BBk ERE  electromagnetic pulse welding
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Bk A% electromagnetic pulse generator
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EPW: HERZBKIEHEE (Electromagnetic Pulse Welding)
EPG: HfZKkF &A% (Electromagnetic Pulse Generator)
1C: N Z6RE (Induction Coil)

WP: f8#:% )7 (Welding Pressure)

WT: JEHERITE] (Welding Time)
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a) JREEREE: 10kJ~90 kJ;
b)  JEHLHL: 50 kA~700 kA;
c)  HWAIE: 5 kHz~30 kHz;
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