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rlow |3 Meial Cora Manufaciyrac?

Metal Powders
Metal Strip

Shaping Dies

Metal Powder Drop

Closing Dies

To Drawing
Operation




WHAT ARE SONME OF Tr=
MAJOR CHARACTERISTICS
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Metal-Cored vs. Solid Wire

Metal-Cored Wire

Current Path

Metal-Cored
Wire Has
Higher
Current

DTS Solid Wire

Metal-Core
has greater
ability to
bridge gaps
without
burn
through



Metal-Cored vs. Solid Wire

Ability to
weld thin
materials at
high
_ amperage _ _
Metal-Cored Wire /o burn Solid Wire

through

Able to use
one or two
electrode
diameter larger
than solid wire
w/0 burn
through



Metal-Cored vs. Solid Wire

Spatter is
almost non-
existent
with high

) argon ) )
Metal-Cored Wire levels Solid Wire

Metal-cored
wire has wider
projection
area giving
excellent
side wall
penetration



Metal-Cored vs. Solid Wire

Metal-cored wire
has higher
current density,
so, with the same
electrode
diameters at the

Metal-Cored Wire S&MeOPerating - g iq \vjire
parameters
(amperage),
metal core

typically has a
higher
deposition rate,
resulting in
higher travel
speeds for the
same size weld
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WIRE FEED SPEED
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giving nignhar deposition ratas

WIRE FEED SPEED



METAL CORE




2 Wire feadars nave ajiner iwo or four drive
I to nelp pusn the wire tnrougrn ine liner
Prooear o pe of drive is deoendeant ugor ifje
tyoe of wire used ;
1+ U-grooved
+ Soft solid wires,
A GVET
+ rlard solid wiras, a2¢. Mild sta2l, stainl
1 V-gnurlad
+ Flux corad wiras, vletal corad wires
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1 Proper size drive rolls are Irmportart for
gooc| Teecling
4 Proger grassureg on wire 1s @lso Irnooriant
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If1e Contact iy



The rnain funcion of ifne contac [ [ip 1S [0
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<ec,ornrn~nd-4d r2cnnigue :

» Lean gun 150-200 into direction of 159 - 209
[I’J.V-;‘l

For Wzl Corad Wires —

sUsa fonyvzrd (ush) t2ennigus

MN

Diraction of Traveal for
NMetal corad wires
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+ Gun angle 1s also used to conirol gead

agoaaranca arie weald quality

P

< A sgen on following slide, gun angle affects
pead widtn, vead oroflle and penairatiorn
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1 Incorrect gun angle can cause yweld darecis
“uch £lS

2 Unclercut on fillet welds
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2 \Wire faac
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+ Voltage Is generally setat trie power source

1 Voltage 13 e force nat causas currani (armoearage)
(o flow
1 Voltaga Is also a measure of e ngat into e wald
4 Changes In volage affect
1 Arc lengip

4 Are lzngtn datarmings now well the weald vuddle will flatzn
(wizt) oyt

1 Weald gaad widtn
+ Weald vead orofile



relatlonsnip Betweern Arc Langirn arid Voliage
Irig) volia EJe will tend g
e\re langer
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S
Welding Variables

- Correct Technigue — VVoltage

spatter, easy to manlpulate arc

* Flat bead appearance, smooth
transition between weld and base

tl!e We‘!



SENESNINERYIIENEE speed (WF3) and
voliage s2itings car chnearnge tnea weay neai molier
aizl| droplais ara transier irorm ine 2nd of ine

4 Snort cireult rransiar rmode
+  Lowar WrES and voitzaige

1 Glogular trainsiar moda
+  Madium WES and voltaga

4 S0ray ransier rmocle
4 rlighar WES and voitage
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“ Loy Yoltaga (1233 than 22 voits)
© Low Armyerage

“ Low rleat Input

© Spattzr s Comraon
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© Out of Pasition Welding



A 0 & D =]

Meachnanics of Snort Circuit Transier Mocdea
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C2aruras

“ Nadiurm Voltaga (22 - 26 voits)
© Nladium Armgparaga
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C2aruras

“ rlign Voitzaga (ovar 26 volts)
© rligh Amgpearagea

* rligh rl2at Input

* No Spattar is Cormmorn

* Fingarnail-like Penatration
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horizontz fill2t welding




Tip 1o Work

2 Thna tp to work distanca
IS commonly czall2d st i< Out
Tha tip 1o Work distance is tha
comoinztion of tha alactr
axtansion and e are l2ngth
+ When welding, tha tio to Wwork
distzinea snould v k2ot
r2lzatvaly constant
+ Changas in tne o 1o Worg
distzinea ajizc tt na quzlity
and apvaaranca of tha weald
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4 For a given Wrs
opurrmm rrcl_vel
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1S r)ro aciad from ine atmosphere

Too low or 190 rign of 2 gas flow can nayea
datrirnzntal eifects on tha wald cuality

1 Too low can cause |lacik of oropar snizlding

1 Too nigh can cause turoulence whnich gulls in
oursicde air



Advantages of Metal core

More parts per hour

Better control of weld deposit
L_ess spatter

Less clean up

Faster weld travel speeds
Potential for less burn through
Improved quality of parts



Questions?

e Thank You for Your Time!
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