
MILD STEEL / LOW ALLOY
WELDING PARAMETERS
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PART NO. SIZE
80SD230 1/16” x 36” - 10# PKG
80SD250 3/32” x 36” - 10# PKG
80SD260 1/8” x 36” - 10# PKG

ER80S-D2 (GTAW) LOW ALLOY
Contains a high level of deoxidizers (Mn and Si), also Molybdenum for increased
strength. Suitable for single and multi-pass welding of a variety of carbon and low
alloy steels.
Procedure:
• DC- straight polarity 
• Shielding gas - Argon
• Tungsten - 2% Thoriated

Specifications: AWS 5.28, ER80S-D2

ER80S-B2 (GTAW)
For welding 1/2 Cr-1/2 Mo, 1 Cr-1/2 Mo and 1 1/4 Cr-1/2 Mo steels for elevated
temperatures and corrosive service; also used for joining dissimilar combinations
of Cr-Mo and carbon steels.

Specifications: AWS 5.28, ER80S-B2

PART NO. SIZE
80SB230 1/16” x 36” - 10# PKG
80SB250 3/32” x 36” - 10# PKG
80SB260 1/8” x 36” - 10# PKG
80SB270 5/32” x 36” - 10# PKG
80SB630 1/16” x 36” - 10# PKG
80SB650 3/32” x 36” - 10# PKG

PN: 80SD230
1/16” x 36” - 10# PKG

PN: 80SB230
1/16” x 36” - 10# PKG

GTAW (TIG)
Welding is normally done with DC Straight Polarity (AC is sometimes used). Argon shielding is most commonly used but for deeper
penetration, especially on thick plate, argon/helium mixes can be used.

MATERIAL THICKNESS FILLER DIA. WELDING CURRENT (AMPS) GAS CUP ARGON, cfh TUNGSTEN DIAMETER

1/16” 1/16” 100 - 140 3/8” 20 1/16”

3/32” 1/6” 100 - 160 3/8” 20 1/16”

1/8” 1/6” 125 - 200 7/16” 20 3/32”

3/16” 3/32” 150 - 250 7/16” 25 3/32”

1/4” 1/8” 150 - 250 1/2” 25 1/8”

3/8” 1/8” 150 - 275 1/2” 25 1/8”

1/2” 1/8” 150 - 300 1/2” 25 1/8”

GMAW (MIG)
CO2 shielding yields a short-circuiting transfer, 90/10 (Argon/CO2) can give a short circuit transfer but is usually used in spray transfer

WIRE SIZE WELDING CURRENT (AMPS) ARC VOLTAGE WIRE FEED SPEED, IP
.023” 30 - 90 14 -19 200 - 400
.030” 40 - 145 15 - 21 160 - 380
.035” 50 - 180 16 - 22 150 - 340
.045” 75 - 250 17 - 22 100 - 220

Short Circuit Transfer: SOLID GMAW - Using CO2

WIRE SIZE WELDING CURRENT (AMPS) ARC VOLTAGE WIRE FEED SPEED, IP
.030” 135 - 230 24 - 28 390 - 670
.035” 165 - 300 24 - 28 360 - 520

.045” 200 - 375 24 - 30 210 - 390
1/16” 275 - 500 24 - 32 150 - 360
3/32” 300 - 600 24 - 33 75 - 125

Spray Transfer: Using 90/10 (Ar/CO2)

Chemical Composition

C-0.07-0.12% Mn-1.60-2.10% Si-0.50-0.80% S-0.025% P-0.025% Ni-0.15% Mo-0.40-0.60%

Chemical Composition

C-0.07-0.12% Mn-0.40-0.70% Si-0.40-0.70% S-0.025% P-0.025% Ni-0.20% Cr-1.20-1.50
Mo-0.40-0.60%


