DATA SHEET

RECOMMENDED ELECTRODE MATERIALS 1. Thermaland electrical conductivity 2. Metallurgical properties
3.Nature of resultantweld oralloy 4. \Weld strength

The process of resistance welding makes it possible to join most metals, similar or dissimilar. Bonds of . . . s
5.Relative accuracy in control of welding conditions necessary

adequate strength are obtainable foran extremely wide range of applications. Selecting electrodes ofthe
properalloyisamostimportantconsiderationin producing good welds atthe required speed. The chartbelow Theweldability of metals as showninthe chartapplies only when conventional spotwelding methods are
isavaluable guide tothis selection. usedonsimilarthicknesses of material. However, many metal combinationswhich arelisted as having

- ) . X . a“poorweldability” may be satisfactorily joined by using a special setup or procedure.
The weldability oftwo materials as expressedin the following charthas been derived after careful laboratory

study and field survey of many factorswhichinfluence thewelding orresultantweld ofthe metals. Thefactors ~ ThereisaCMW® Alloy foreach specific welding application. Experienced CMW engineers will provide
include: assistance with special problems.

Electrode Materials For SPOT WELDING Similar and Dissimilar Metals

Galva-
Tungsten Cad- nized . CR Phos- . Alu- CP.
Mag- Nickel Stainl Chi Te Ti Scals Sil Nickel Ci B B Alu-
o | bap | e | e (S cgme| o | S| Teme | I | s | S5 | | sk | el | e | e | e come | e | B0 | T
1
Commercially Pure A @
Titanium '@ 1
i ClUEMI[EMH LIHIE]I I{D]|I | E[D|II{D[l DIIEHIVIC]1[C]I
Aluminum 23 34 34 34 34
25-38 I ["s) 1 ]2s] {2 1|5 1Ps] 1 [a ] 1]|g] | [9] 1] 1134 1]25] 1|25 Pis{lj2f0f2] 1|11
AluSinuTnAlloys ClIE[I[E[I[H[I|HNE|'@D|I|D]|I [D]I E[II|D[II|D]II D{IIE|I[EV|D|1
uralumin
525-175-245 1IN ENANEIRNE DRI SENN [[34] 1]2s] 1]25 IBNBENBNE
c b H{I{H[ T E[IEJHH] IH[IT[H['@H[ I{H[I|H]I H{ D ID{I[D[ID{I[D[HE K|V
opper—Pure
VISV TV el VIEIVIElV 2| VISV VI V[34| V [56[V]56| V | 56| D[56| V| ®[V[®]V]?
Brass—Red H I [D[u] o[ i ]HU[HI[H] ol H] 1TH]q[H] | HU[ o[ nlo[u[pJulo[u] ol
o
5-25% Zinc SIVIeIVIeIV] (V] IV [VIeIV]e|V]® NP VIe VIS VISV | 1%
Brass—Yellow e[ 1[o[u[o]u[H[n[HI]E]GE[ I [E] G EI e[u[clulc[ulclufclulclu
2540% Zinc [0 AV Il N O 11/ I A I VA I [\ R VA R Y IV IV IV IV IV
Cooronicke Dl I cln] cvi[E[ E[IE['GE[ ITE[G E] ITH] G E[U] clnlcli]clnls]Ii
upro-Nickel
P 125 11 1 L2002 00 2 0 202 e 2 7 fegs e g 11K
BLOCK INTERPRETATION
kel i Dl I cln[ cvilE[ E[IE['G E] ITE[G E] I TH] G E[U] cTu]ci] B
ickel Silver
1]2s] 11 1 T2 02 0 2 2 2 e 2 7 e e o g
WELD- |ELECTRODE
Sicon B Dl I clu[p[n[e[g E[U[E['GE] ITE[G E] I TH] D[] cl B ABILITY | AGAINST
ilicon Bronze
1]2s] 11 1 I (] 8l 1 1 1 IESIIS NI
Phosphor Bronze E[[D|HDINEDEIIEI'®E|I[E|'@E|I[H|'@D|IB]|II ELECTRODE| SPECIAL
Grades A C, 8D IEMENMENENENENENENENEANSIE acansT | INERE
crses D[ p[u]o[un[s[u]s[i[c]u]c] I[B]alc] I[E[glAll
H. R Stee—Clean | ||| 3 TEL3L0 3 pm) 8y 1 11|81l 1ESIE
Sealy H11 bl D[1I[D[1[D] 1]D]gD] I E]a
H. R. Steel ‘@37 ‘o 7[al7s|'@| 7 [at| ot o8| '@l 7
. e[l[e[ 1[p]1]p[n]cdcli[p]'agc] [p[@Dl1
in Plate
O] 1% T3] 1] O] F]8 L[ 1[%] 1 [% 1%
Teme Pl E[II|E[I[D[I[D]I[C]lC[II|C|'@C|I|C|I
ke ENENENENENDNENDNE
cavanized seal LELUE] ] D]H] D[ 1]cli]cli[c]1]c] g WELDABILITY _
Zinc Plate s 5.1~ 3 9 8 o i 9 As a basis for comparison cold rolled (mild)
| @>9| O 1 | 1% | @ steel has been chosen and its weldability
EMENLNDMENEMEE designated as “excellent.”
Cadmium Plate g 5 g A—Excellent E—Poor
| | | 1191 118]1]° B—Very Good H—Very Poor
C—Good K—Impractical
crome e [P p[ ] o] [B[t B ELECTRODES D—Fair
rome Plate
1] 8 Ifefnje|mjejns
I- CMW®28
Ly - ® i
S Steel DL DITIL DI A W cwwerdo e ieneerte SPECIAL INFORMATION
18-8 Type 1125 1 o [ - o
IV-ELKONITE®10W3 1. Good weld strength.
Dl clnremn V-ELKON®100M* 2. May be welded under special conditions.
Nickel VI-ELKONITE®1W3orTC-5 3. Low weld strength.
Grade A 2 1 1 . ) 4. No actual weld nugget occurs, a “stick” is obtained.
s 1 1 ELKON®100 W may be substituted. 5. Welding conditions must be accurately controlled.
Nickel Alloys DIl Bl ELKONITE®10W3 or TC-10 may be 6. Keep electrode clean to prevent sticking to the work.
Monel Nichrome interchanged. 7. Good practice recommends cleaning steel before welding.
(High Res.) 11|25 T Electrode materials in circles are 8. Use one flattip to minimize distortion or discoloration.
second choice. 9. Coating may dissolve in other metals or burn away.
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