Our - Welding and WELDING Filler
Materials are produced according
to the procedures of drawing and
scalping, by means of which there

assured our welded m
and bright wire surface

as well as faultless quali
joints, on the other. S

Quality of our welding and filler
materials is daily controlled in our own
laboratories. %,

S We are Manufacturing:
. - " * Wire for Welding and Hard Soldering
- ' (Brazing) \
-, * Rods for Welding and Hard Sold
%"‘ (Brazing) “
: * Wire for Metallizing S
* According to the Agreement whre
producing also wires of dimensions
not listed in this Prospectus
OUR WELDING MATERIALS \ gy
HAVE ATTESTATION AT: Welding wires and rods are packed T
in plastic foil - polyvinyl bags - with ' — ALUM AT "
-_— i siccative medium added i
DB Networks Quality and the assortment of welding s
e@_ Log materials are marked within the PARTIZANSKA 38
-/ 2310 SLOVENSKA BISTRICA

packed unit by means of characteristic

coloured label. SLOVENIJA
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ALUMINIUM MILLENIUM / WELDING FILLER METAL

SPOOL D 100 N spooLD 200 SPOOL D 300 N SPOOLK 300 N
\ -

DIMENSIONS OF SPOOL:
outside diameter 100 mm
inside diameter 16 mm
width 45 mm

weight of coiling 0,5 kg
dimension of cailing
008-10-1,2-1,6mm

DIMENSIONS OF SPOOL:
outside diameter 200 mm
inside diameter 52 mm
width 45 mm

weight of coiling: 2,0 kg
dimension of cailing
008-10-12-16mm

DIMENSIONS OF SPOOL:
outside diameter 300 mm

inside diameter 52 mm
width 100 mm

weight of coiling 6,0 kg
dimension of cailing
008-10-12-16-24mm

DIMENSIONS OF SPOOL:
outside diameter 300 mm
inside diameter 190 mm
width 98 mm

weight of coiling 7,0 kg
dimension of cailing
008-10-12-16-24mm

DIMENSIONS OF SPOOL:
outside diameter 300 mm
inside diameter 52 mm
width 98 mm

weight of coiling 7,0 kg
dimension of cailing
008-10-12-16-24mm

SPOOLK 350 h

SPOOL K 400

T EL TR

DIMENSIONS OF SPOOL:
outside diameter 350 mm
inside diameter 52 mm
width 185 mm

weight of coiling 20 kg
dimension of cailing
01,2-16-24mm

DIMENSIONS OF SPOOL:
outside diameter 400 mm
inside diameter 190 mm
width 200 mm

weight of coiling 40 kg
dimension of cailing
01,2-16-24mm

DIMENSIONS OF SPOOL:
outside diameter 390 mm
inside diameter 310 mm
width 79 mm

weight of cailing 7 kg
dimension of cailing
01,2-16-2,0-24-32mm

SQUAREDDRUMS

DIMENSIONS OF DRUM:
height 900 mm
width 500 mm

weight of coiling 140 kg
dimension of cailing
?1,0,1,2-1,6 mm
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ROUND DRUMS

— n

DIMENSIONS OF DRUM:
height 800 mm
width 500 mm

weight of coiling 80 kg
dimension of cailing
?1,0,1,2-1,6 mm

WELDINGRODS

weight of packaging
25-50-50-10kg
dimension of roads

0016-20-24-32-4,0
-G5,0x1000 mm

SPOOLSH460

DIMENSIONS OF SPOOL:
outside diameter 460 mm
inside diameter 319 mm
width 91 mm

weight of coiling 18 kg
dimension of cailing
01,2-16-2,0-24-32mm

SPOOLTYPE 760

W

DIMENSIONS OF SPOOL:
outside diameter 760 mm
inside diameter 300 mm
width 270 mm

weight of coiling 120-140kg
dimension of cailing
01,6-2,5-3,17-4,0mm

APPLICABILITY

Procedure of
welding

Purpose of
usage

ALUMINIUM AND ALUMINIUM ALLOYS FOR WELDING ACCORDING TO MIG;
TIG; METALLIZING AND FOR SOLDERING
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I Purpose of usage of welded material

P - Gas welding

Recommended usage
Usage is still possible

TIG - Shielded Arc welding - Inert gas by means of infusible tungsten electrode

MIG - Shielded Arc welding - Inert gas - by means of sulible electrode

S - For welding

L - For hard soldering
M- For metallizing

SELECTION OF ALUMINIUM WELDING FILLER MATERIALS AT WELDING OF ALUMINIUM
AND ALUMINIUM ALLOYS FOR WARIOUS COMBINATIONS OF BASIC MATERIALS

ENAW-Al999
ENAW-AL998
ENAW-Al997
ENAW-AI995
ENAW-A990
E

ENAW-AIMn1 Cu

ENAW-AIMg (C)
ENAWAIMg15

ENAWAIMg2(B)
ENAWAMg25

ENAWAIMg3
ENAWAIMg5

ENAWAIMg3Vn
ENAWAMg2
ENAW-AIMg2Mno8

ENAW-AlMg4
ENAW-AlMg4,5Mno,7

ENAW-AIMgSi
ENAW-AISiMg(A)
EN AW-AISiIMgMn
ENAW-AISMgISiCu

AlZn45Mg)

Fusion Alloys AlSiMg
Fusion Alloys with
Si<7%
Fusion Alloys AlSiMg
Fusion Alloys with
Si>7%

Fusion Alloys AiMg

How to use

e joined

ENAV-AIMESi
ekt | e | s | i | st | s | Sl | s\ Towet o | ST |
eesllEl|| BNAHAERD ENAWAMg25 AMg2Mnog | AMe4sMno7 ENAW- Si<7% withi>7
ASMgISiCu
WELDING BY MEANS OF MIG - PROCEDURE
AMPERAGE/WIRE @[MM] 080 1,00 1,20 1,60 240
S-Al997 60-170 70-180 140-260 190-350 280-400
S-Al99,8 60-170 70-180 140-260 190-350 280-400
S-Al99,5Ti 60-170 70-180 140-260 190-350 280- 400
S-AlMg3 60-170 70-180 140-260 190-350 280-400
S-AlMg5 60-170 70-180 140-260 190-350 280-400
S-AlMg2,7Mn 60-170 70-180 140-260 190-350 280- 400
S-AlMg5Mn1Ti 60-170 70-180 140-260 190-350 280-400
S-AlMg4,5Mn 60-170 70-180 140-260 190-350 280-400
S-AlMg4,5MnZr 60-170 70-180 140-260 190-350 280- 400
S-AlSi5 60-170 70-180 140-260 190-350 280-400
S-AlSi12 60-170 70-180 140-260 190-350 280- 400
Recommendable Amperage for Various Filler materials
WELDING BY MEANS OF TIG/WIG PROCEDURES - USAGE OF TUNGSTEN ELECTRODE
Amperage/Wire @[mm] 1,60 2,40 3,20 4,00 5,00
S-Al99,7 190-350 280-400 280-400 280-400 280-400
S-Al995Ti 190-350 280-400 280-400 280-400 280-400
S-AlMg3 190-350 280-400 280-400 280-400 280-400
S-AlMg5 190-350 280-400 280-400 280-400 280-400
S-AlMg2,7Mn 190-350 280-400 280-400 280-400 280-400
S-AlMg5MmTi 190-350 280-400 280-400 280-400 280-400
S-AlMg4,5Mn 190-350 280-400 280-400 280-400 280-400
S-AlMg4,5MnZr 190-350 280-400 280-400 280-400 280-400
S-AlSi5 190-350 280-400 280-400 280-400 280-400
S-AlSii2 190-350 280-400 280-400 280-400 280-400

Recommendable Amperage for Various Filler materials

g Fusion Alloys
AMg
N
N



