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AWS/SFA 500, AMS 4180

ER4043
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ER404T (718)

AWSSSFA 5,00,
AWS AS.8 BAISI-4, AMS 4185

Pewir source: AL or DC GTAW
Shielding Gas: | 0% Argon (recom mended)

Parameters are provided for walkding with pure mngsen,
Zirconyted tungsten may reguire dight adjustments.
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MIG Welding Parameters by Joint Design

Tips for Welding Aluminum

CLEAM the Weld Fone:
Gas flow 2

Alumirum must be properly prepared and cleaned prior to welding to imure good resuls. Some of the primay causes of
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problerma that ooccur when welding aluminum are due to improper plate dieanliness and preparation. Before welding all
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of aluminum are ane of the comman reasons fior POOT G failed poim n# of the fller metal

scracch brush that has not been used on ATy ferritic wteels, as the brush an pick up carbon or other conminates from

carbon sweel, Clean the brush frequenty with tolsene solvent. Power brushing may also be done ac low BPM's oo avold
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Shielding Gas:
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A|uminum requires 3 complemly inert shialding gas (no axyean ar C0O2). Recommeanded gases are: | Q0% arean | %
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couple of factors; frst & the cost. Felium is significantdy more expensive than argon but argon gves pood resuilts in both TG
and MG welding af alumimum.Also, helbum snhances [eE MBI WIER Wellag on heavsar Funga ma trials, thes Can e of
bensfit, but usually this is noe the case in TIG welding as most applications are on thinner materials bn this case, helivm & not

MeCCESSAY
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experie to buy mew eguipment. if you want to upgrade your old equipment, your distributor can also provide the parts
necessary for the best reswics, but  vou do a kot of alumimim welding then it would be wise to consult your distributor for

Joint Designs for Metal, Inert Gas (MIG) Welding

the laresr equipment svallable for your applcation. This will insure thar you have the best resuls possible
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