CVDCS manufacturing: Things you must know

KNOW HOW TO SPELL EVERYTHING ON THIS PAGE!

· Oxyacetylene Welding   a.k.a.  Gas Welding           (a.k.a. = Also Known As)

Turn the TANK valve Counterclockwise to OPEN it, and Regulator Valve Clockwise to INCREASE Pressure

Gas  Welding:

5 PSI Acetylene  (PSI = Pounds per Square Inch)




5 PSI Oxygen

Cutting / Torching:
5 PSI Acetylene




25 PSI Oxygen

· SMAW = Shielded Metal Arc Welding   a.k.a.  Arc Welding   a.k.a.  Stick Welding    


90 – 115 Amps (Most our welding read “3” which is where you should set it assuming you want 90 – 115 Amps)

· GMAW = Gas Metal Arc Welding   a.k.a.  MIG Welding = Metal Inert Gas


75% Argon / 25% CO2   (in our shop aka COOGAR)      -or-  

90% Argon / 10% CO2  

There is 2000 PSI in the cylinder.  Remember, the Arc Gap is extremely important

Set the regulator at 20 cu. ft. per hour  (cu. ft. = Cubic Foot)

ER70S-6 is the most common wire:  This wire has 70,000 lbs of tensile strength

0.030 is the most common general wire size ( and is the one we have in our shop).

CO2 helps keep the molten metal from coming into contact with oxygen and nitrogen, whereas Argon transfers current very well.

Because of the relatively low voltage, it is good to have a good, close ground.  Grounding straight to the piece you are working on is always better than the table.

Wire stick out should be between ¼” to 3/8” 

Forehand  (or pushing ) limits penetration, whereas Backhand  (or pulling)  allows weld build-up

Voltage and wire speed are always adjusted together; The wire speed gauge controls the Inches of Wire Per Minute

ELECTRODE CODES

Electrodes have 4 numbers.  Take 6012 for example.  The “60” represents thousand pounds of tensile strength.  The “1” represents all position welding rod.  The “2” represents the current required to properly use the electrode.  Below you will find a chart that will “decode” all electrodes.  

Tensile Strength Chart:  
(Tensile strength is the force it takes to pull it apart)
60 60,000 pounds of tensile strength

70
70,000 pounds of tensile strength

Welding Position Chart  

(note:  there is not a 3)
1
All  
=  (All Position Rod)

2
F, H  
=  (Flat and Horizontal Position Rod)

4 V     
=  (Vertical Down Position Rod)


Electrode Current Chart 
(note:  there is not a 7)

0
DC

RP

1
AC/DC 
RP

2
AC/DC 
SP

3
AC/DC
E (Either RP or SP)

4
AC/DC 
E (Either RP or SP)

5
DC 

RP

6
AC/DC 
RP

8
AC/DC 
RP


· RP = Reverse Polarity   - Tip:  (RP=EP & SP = EN)

Reverse Polarity = Electrode Holder is connected to the Positive Terminal, making the electrode positive (EP)

· SP = Straight Polarity

Straight Polarity = Electrode Holder is connected to the NegativeTerminal, making the electrode negative (EN)

Example:  a 7024 electrode has 70,000 lbs. of tensile strength, requires to welding to be setup either  AC or DC Straight Polarity (Electrode is hooked to the Negative Terminal), and it can only weld in the Vertical Down position.
AC = Alternating Current


DC = Direct Current


(The RP and SP only apply when the welding is being operated utilizing Direct Current electricity)





Note:  All the welders in our  shop are connected using DC electricity because EVERY electrode can weld DC, and not all can weld AC.





These numbers are possible numbers that would be the third number stamped on an electrode.  i.e. The third number could be 1, 2, or 4.





These numbers are possible numbers that would be the fourth and last number stamped on an electrode. 








