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Heat of the arc melts
the wire, flux and plate

Fused flux shapes and
protects weld metal

Weld metal
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500 amps @ 35V 600 amps @ 35V
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500 amps @ 30V
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600 amps @ 35V 600 amps @ 28 V

20 ipm
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0.669”" 0.635”" 0.547” 0.490”

0-277" 0.236"

20 ipm 25 ipm 30 ipm 35 ipm

All welds made at 500 amps and 35 volts
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DCEP - 10-15% Less

DCEN - 10-15% More
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Electrode Stick-out = 8X wire diameter
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Slag sticking to weld
bead with flux - A

After slag removal some
small spots remain

Flux — B was self-
peeling but still has tiger
stripes
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Free peeling slag with flux - C

Smooth surface with
excellent wetting along
edges of weld bead
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Weld Bead
Base Metal \ 6

% Dilution = [B (A+B)] (100)
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Second Layer fusion line needs to be
below the 1/8” above original surface.
Too much penetration will cause too
much dilution in the second layer
chemistry.

Second layer fusion line is below
the 1/8” above original surface.

There are thee small areas visible
from the second layer, but it won't
pass chemistry.
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o ' 3.5 mm Step
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6.0 mm Step

o - 8.0 mm Step
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