
ALUMINUM  MIG  WIRE  PRODUCT  CATALOG

For Gas Metal Arc Welding (GMAW)



About The Lincoln
Electric Company

Lincoln Electric is the world’s premier
manufacturer of welding equipment
and consumables. No company on
earth is more focused on the ever-

changing needs of the welding
professional. Our business is all about
helping companies make their welding

operations more effective, more
efficient, more profitable. 

Lincoln is truly your “One Source®”
when it comes to welding. We’re a

company that continually rededicates
itself to the equally important goals of

exceptional quality, and exceptional
service. Our field support team —

with hundreds of field sales engineers
and thousands of knowledgeable and

responsive Lincoln distributors in
countries all over the world — is the

largest in the industry. 

Innovative thinking. A quality and
service-first attitude. Fresh

approaches to design, manufacturing,
and packaging. Worldwide strength.

That’s Lincoln Electric. 

About SuperGlaze®

Aluminum MIG Wire
For superior welding performance, turn to SuperGlaze
aluminum MIG wire from Lincoln Electric. 

SuperGlaze prevents the problems usually associated with
aluminum wire feeding such as birdnesting, tangling and
burnback to provide a stable arc, great feedability and
exceptional control — every time you weld! The keys are
SuperGlaze’s smooth surface finish and consistent
chemical composition. What this means for you is quality
wire that produces a quality weld.

Let Us Put Our Experience to Work for You
As a major supplier of welding wire, Lincoln Electric is the
leader in MIG wire manufacturing technology. We carry that
same technology and expertise to our aluminum MIG wire
manufacturing. Our fully integrated aluminum MIG wire
facility uses state-of-the-art equipment to produce a
complete range of aluminum alloys including 1100, 4043
4047, 5183, 5356, 5554 and 5556. 

What Makes Our SuperGlaze Stand Out From
the Rest?

Three unique features:
1. A proprietary process which gives SuperGlaze a

superior surface finish for optimum surface integrity.

2. A manufacturing process that precisely controls the
alloy chemical composition to produce consistent
physical characteristics.

3. State-of-the-art testing equipment to evaluate the
surface condition and feedability of the wire to
ensure problem-free welding. 

What all this means to you is outstanding welding charac-
teristics, spool to spool, time after time. Lincoln’s aluminum
MIG wire coupled with our advanced MIG welding
equipment makes aluminum as easy to weld as any other
material... and makes Lincoln the one source for all your
aluminum welding needs.
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Here’s How Our Process Works:
Controlling Alloys
The process of making aluminum MIG wires is a complex
one, but one in which Lincoln has a clear and distinct
advantage. First, we utilize automated titling furnaces to
efficiently produce the proper aluminum alloys. With this
equipment, we are able to hold tight tolerances in the
composition. The alloy is carefully refined prior to casting
to minimize hydrogen, alkaline metals, and inclusions.

Continuous Casting
Second, we use a continuous casting process specially
configured to high alloy materials. This process keeps the
surface free from imperfections and impurities.

Drawing the Wire
In the last manufacturing step of the process, we use
advanced wire drawing technology to preserve both
surface integrity and internal soundness. 

Testing the Wire
To ensure superior quality of welding wire, continuous
finished product inspection is done. Surface quality is
evaluated along with feedability and welding performance.
This guarantees every spool of wire is problem-free.

Welding Performance
Most aluminum MIG welding problems are caused by poor
feeding. Since aluminum is relatively soft, it is important
that the wire surface be as smooth as possible for best
feedability. SuperGlaze
products provide easier
feeding than competitive
products because they have
fewer surface imperfections as
shown at the right. SuperGlaze
wire also feeds with less force
than typical competitive
products as the feedability
test graph shows. What this
means is better control of the
weld puddle for the operator.
It also means longer gun liner
and contact tip life as burn-
backs do not occur.

With our MIG welding process knowledge, we understand
that welding performance is one of the most important
criteria used when selecting a wire. Aluminum MIG wire
tends to produce a welding arc that is less stable than
other materials because aluminum conducts electricity
better. Small changes in wire diameter, wire feed speed,
and current produce dramatic changes in weld bead
profile, arc length and can even cause equipment
downtime due to wire burnback and fusing to tip. Our
continuous evaluation of finished product ensures
consistency in manufacturing. You can count on Lincoln
aluminum MIG wire for superior arc stability, weld
appearance, integrity and productivity.

The SuperGlaze Advantage
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Electrode AWS Recommended General Page
Name Number Polarity Description No.
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SuperGlaze 1100 is highly resistant to chemical
corrosion and has good crack resistance.  Suitable for
electrical and chemical applications utilizing aluminum
base metal with little or no alloying elements. Like all
1XXX filler alloys, Lincoln’s SuperGlaze 1100 is the
softest aluminum MIG wire and requires extra care to
ensure good feeding. 

SuperGlaze 4043 is a great choice for the welding of
heat-treatable base alloys and more specifically the 6XXX
series alloys. It has a lower melting point and more fluidity
than the 5XXX series filler alloys and is preferred by
welders because of its favorable operating characteristics.
ER4043 type wires are also less sensitive to weld cracking
with the 6XXX series base alloys.  SuperGlaze 4043 is
suitable for sustained elevated temperature service, i.e.
above 150°F (65°C).
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A lower melting point and higher fluidity are two
advantages SuperGlaze 4047 has over its cousin
SuperGlaze 4043.  SuperGlaze 4047 produces very
clean weld deposits and possesses excellent operator
appeal. It can be used as a substitute for an ER4043
type wire to increase silicon in the weld metal, minimize
hot cracking, and produce higher fillet weld shear
strength. SuperGlaze 4047 is suitable for sustained
elevated temperature service, i.e. above 150°F (65°C).

SuperGlaze 1100 ER1100 DC+

SuperGlaze 4043 ER4043 DC+

SuperGlaze 4047 ER4047 DC+

SuperGlaze 5183 is designed to weld high magnesium
alloys to meet higher tensile strength requirements.
Use on 5083 and 5654 base materials when required
tensile strengths are 40,000 psi (276 MPa) or greater.
Typical applications are in the marine and cryogenic
industries, and high strength structural aluminum
fabrication.

SuperGlaze 5183 ER5183 DC+

ALUMINUM MIG WIRE SELECTION GUIDE

SuperGlaze

www.lincolnelectric.com
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Name Number Polarity Description No.
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SuperGlaze 5356 ER5356 DC+

SuperGlaze 5554 ER5554 DC+

SuperGlaze 5556 ER5556 DC+

11

10

12

SuperGlaze 5356 is our most popular aluminum MIG
wire. It is a great general purpose filler alloy designed
for the welding of 5XXX series alloys when 40,000 psi
(276 MPa) tensile strength is not required.

SuperGlaze 5554 is intended as a matching filler alloy
when welding 5454 base alloys. This alloy is a lower
magnesium content alloy and is often used for
automotive wheels, over-the-road trailers, and rail
tank cars where the weld filler metal chemistry must
closely match the base material chemistry to maxi-
mize corrosion performance.

SuperGlaze 5556 weld deposits will provide
matching tensile strengths for the 5XXX alloys,
such as 5083 and 5654. Contains increased
amounts of magnesium and manganese.  

ALUMINUM MIG WIRE SELECTION GUIDE

SuperGlaze

www.lincolnelectric.com
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SuperGlaze 1100 AWS:  ER1100    Aluminum MIG Wire

SuperGlaze 1100 is highly resistant to
chemical corrosion and has good
crack resistance.  Suitable for electri-
cal and chemical applications utilizing
aluminum base metal with little or
no alloying elements. Like all 1XXX
filler alloys, Lincoln’s SuperGlaze
1100 is the softest aluminum MIG
wire and requires extra care to
ensure good feeding. 

ADVANTAGE LINCOLN
• All-position, aluminum MIG wire.

• Superior wire surface finish for the
best feedability and arc
performance.

• Optimal manufacturing process to
precisely control chemical
composition.

• State-of-the-art testing equipment
to ensure trouble-free performance
of the weld wire.

• Manufactured under a quality
system certified to ISO 9001
requirements.

TYPICAL APPLICATIONS
• Joining 1XXX alloys to themselves

or other alloys.

• Bus bars.

• Electrical boxes.

• Heat exchangers.

• Metallizing.

WELDING POSITIONS

CONFORMANCE
AWS A5.10:  ER1100

SHIELDING GAS
100% Argon
Argon / Helium Mixtures
Flow Rate:  30 - 50 CFH

%Al %Si + %Fe %Cu %Mn %Mg %Cr %Zn %Ti %Be

AWS
Requirements 99.00 .95

.05 - .20
.05

— —
.10

—
.0008

per ER1100 min. max. max. max. max.

Test Results 99.65 .27 .08 .001 — — .004 — .002

WIRE COMPOSITION 

1 Lb. (0.4 kg)
Diameter Spool 16 Lb. (7.3 kg)
Inches (mm) 20 Lb. Carton Spool

.030 (0.8) EDS30315 EDS28404

.035 (0.9) EDS30316 EDS28405
3/64 (1.2) EDS30317 EDS28407
1/16 (1.6) EDS28408

DIAMETERS / PACKAGING

1G 2F 2G

3G
➔

3G ➔ 4G

NOTE:  Typical Operating Procedures
can be found on pages 14-15.

SuperGlaze

www.lincolnelectric.com
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1G 2F 2G

3G
➔

3G ➔ 4G

SuperGlaze 4043 AWS:  ER4043  Aluminum MIG Wire

SuperGlaze 4043 is a great choice for
the welding of  heat-treatable base
alloys and more specifically the 6XXX
series alloys. It has a lower melting
point and more fluidity than the 5XXX
series filler alloys and is preferred by
welders because of its favorable
operating characteristics. ER4043
type wires are also less sensitive to
weld cracking with the 6XXX series
base alloys. SuperGlaze 4043 is suit-
able for sustained elevated temperature
service, i.e. above 150°F (65°C). 

ADVANTAGE LINCOLN
• All-position aluminum MIG wire.

• Superior wire surface finish for the
best feedability and arc
performance.

• Optimal manufacturing process to
precisely control chemical
composition.

• State-of-the-art testing equipment
to ensure trouble-free performance
of the weld wire.

• Manufactured under a quality
system certified to ISO 9001
requirements.

TYPICAL APPLICATIONS
• For welding 6XXX alloys, and

most casting alloys.

• Good all purpose filler alloy.

• Automotive components such as
frame and drive shafts.

• Bicycle frames.

WELDING POSITIONS

CONFORMANCE
AWS A5.10:  ER4043
CWB

SHIELDING GAS
100% Argon
Argon / Helium Mixtures
Flow Rate:  30 - 50 CFH

%Al %Si %Fe %Cu %Mn %Mg %Cr %Zn %Ti %Be

AWS
Requirements

Remainder 4.50 - 6.00
0.80 .30 .05 .05 — .10 .20 .0008

per AWS ER4043 max. max. max. max. max. max. max.

Test Results Remainder 5.26 .15 .006 .01 .03 — .001 .009 <.0002

WIRE COMPOSITION 

1 Lb. (0.4 kg)
Diameter Spool 16 Lb. (7.3 kg) 20 Lb. (9.1 kg) 165 Lb. (75 kg)
Inches (mm) 20 Lb. Carton Spool Spool Reel

.030 (0.8) ED030307 ED028394

.035 (0.9) ED030308 ED028395 ED029112

.040 (1.0) ED030309 ED028396
3/64 (1.2) ED030310 ED028397 ED029234 ED029113
1/16 (1.6) ED028398 ED030281 ED029114

DIAMETERS / PACKAGING

NOTE: Typical Operating Procedures
can be found on pages 14-15.

SuperGlaze

www.lincolnelectric.com
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SuperGlaze 4047 AWS: ER4047   Aluminum MIG Wire

A lower melting point and higher
fluidity are two advantages
SuperGlaze 4047 has over its cousin
SuperGlaze 4043.  SuperGlaze 4047
produces very clean weld deposits
and possesses excellent operator
appeal. It can be used as a substitute
for an ER4043 type wire to increase
silicon in the weld metal, minimize hot
cracking, and produce higher fillet
weld shear strength. SuperGlaze 4047
is suitable for sustained elevated
temperature service, i.e. above
150°F (65°C).

ADVANTAGE LINCOLN
• All-position aluminum MIG wire.

• Similar to SuperGlaze 4043, with
even higher crack resistance.

• Superior wire surface finish for the
best feedability and arc
performance.

• Optimal manufacturing process to
precisely control chemical
composition.

• State-of-the-art testing equipment
to ensure trouble-free performance
of the weld wire.

• Manufactured under a quality
system certified to ISO 9001
requirements.

TYPICAL APPLICATIONS
• Automotive components, heat

exchangers.

• Body panels.

WELDING POSITIONS

CONFORMANCE
AWS A5.10:  ER4047

SHIELDING GAS
100% Argon
Argon / Helium Mixtures
Flow Rate:  30 - 50 CFH

%Al %Si %Fe %Cu %Mn %Mg %Cr %Zn %Ti %Be

AWS
Requirements

Remainder 11.00 - 13.00
0.80 .30 .15 .10

—
.20

—
.0008

per AWS ER4047 max. max. max. max. max. max.

Test Results As reported per AWS requirements

WIRE COMPOSITION 

1G 2F 2G

3G
➔

3G ➔ 4G

1 Lb. (0.4 kg)
Diameter Spool 16 Lb. (7.3 kg)
Inches (mm) 20 Lb. Carton Spool

3/64 (1.2) EDS30320 EDS28417
1/16 (1.6) EDS28418

DIAMETERS / PACKAGING

NOTE:  Typical Operating Procedures
can be found on pages 14-15.

SuperGlaze

www.lincolnelectric.com
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1G 2F 2G

3G
➔

3G ➔ 4G

SuperGlaze 5183 AWS: ER5183   Aluminum MIG Wire

SuperGlaze 5183 is designed to weld
high magnesium alloys to meet higher
tensile strength requirements.  Use on
5083 and 5654 base materials when
required tensile strengths are 40,000
psi (276 MPa) or greater. Typical
applications are in the marine and
cryogenic industries, and high
strength structural aluminum
fabrication.

ADVANTAGE LINCOLN
• All-position aluminum MIG wire.

• Superior wire surface finish for the
best feedability and arc
performance.

• Optimal manufacturing process to
precisely control chemical
composition.

• State-of-the-art testing equipment
to ensure trouble-free performance
of the weld wire.

• Manufactured under a quality
system certified to ISO 9001
requirements.

TYPICAL APPLICATIONS
• For welding high magnesium

5XXX alloys.

• Marine fabrication and repair.

• Cryogenic tanks.

• Shipbuilding and other high
strength structural aluminum
applications.

• Bicycle frames.

WELDING POSITIONS

CONFORMANCE
AWS A5.10:  ER5183
ABS:  IACS Grade WC
Lloyd’s Register:  WC
DNV:  5183
G.L.:  S-AIMg 4.5Mn
Bureau Veritas:  WC
TUV

SHIELDING GAS
100% Argon
Argon / Helium Mixtures
Flow Rate:  30 - 50 CFH

%Al %Si %Fe %Cu %Mn %Mg %Cr %Zn %Ti %Be

AWS
Requirements

Remainder
.40 .40 .10

0.50 - 1.00 4.30 - 5.20 .05 - .25
.25 .15 .0008

per AWS ER5183 max. max. max. max. max. max.

Test Results Remainder .03 .13 .001 0.65 4.99 .10 .02 .07 .0006

WIRE COMPOSITION 

1 Lb. (0.4 kg)
Diameter Spool 16 Lb. (7.3 kg)
Inches (mm) 20 Lb. Carton Spool

.030 (0.8) EDS30321 EDS28434

.035 (0.9) EDS30322 EDS28435
3/64 (1.2) EDS30323 EDS28437
1/16 (1.6) EDS28438

DIAMETERS / PACKAGING

NOTE: Typical Operating Procedures
can be found on pages 14-15.

SuperGlaze

www.lincolnelectric.com
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SuperGlaze 5356 AWS: ER5356   Aluminum MIG Wire

SuperGlaze 5356 is our most popular
aluminum MIG wire. It is a great gen-
eral purpose filler alloy designed for
the welding of 5XXX series alloys
when 40,000 psi (276 MPa) tensile
strength is not required.

ADVANTAGE LINCOLN
• All-position aluminum MIG wire.

• Superior wire surface finish for the
best feedability and arc
performance.

• Optimal manufacturing process to
precisely control chemical
composition.

• State-of-the-art testing equipment
to ensure trouble-free performance
of the weld wire.

• Manufactured under a quality
system certified to ISO 9001
requirements.

TYPICAL APPLICATIONS
• For welding most 5XXX alloys

when 40,000 psi (276 MPa) tensile
strength is not required.

• Automotive bumpers and
supports.

• Structural frames in the
shipbuilding industry.

• Bicycle frames.

• Formed truck panels.

WELDING POSITIONS

CONFORMANCE
AWS A5.10:  ER5356
ABS:  IACS WB
Lloyd’s Register:  WB
DNV:  5356
G.L.:  S-AIMg 5
Bureau Veritas:  WB
CWB
TUV

SHIELDING GAS
100% Argon
Argon / Helium Mixtures
Flow Rate:  30 - 50 CFH

%Al %Si %Fe %Cu %Mn %Mg %Cr %Zn %Ti %Be

AWS
Requirements

Remainder
.25 .40 .10

.05 - .20 4.50 - 5.50 .05 - .20
.10

.06 - .20
.0008

per AWS ER5356 max. max. max. max. max.

Test Results Remainder .05 .09 .03 .12 4.56 .08 .003 .15 .0007

WIRE COMPOSITION 

1G 2F 2G

3G
➔

3G ➔ 4G

1 Lb. (0.4 kg)
Diameter Spool 16 Lb. (7.3 kg) 20 Lb. (9.1 kg) 165 Lb. (75 kg)
Inches (mm) 20 Lb. Carton Spool Spool Reel

.030 (0.8) ED030311 ED028384

.035 (0.9) ED030312 ED028385 ED029115

.040 (1.0) ED030313 ED028386
3/64 (1.2) ED030314 ED028387 ED030282 ED029116
1/16 (1.6) ED028388 ED030283 ED029117

DIAMETERS / PACKAGING

NOTE:  Typical Operating Procedures
can be found on pages 14-15.

SuperGlaze

www.lincolnelectric.com
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1G 2F 2G

3G
➔

3G ➔ 4G

SuperGlaze 5554 AWS:  ER5554   Aluminum MIG Wire

SuperGlaze 5554 is intended as a
matching filler alloy when welding
5454 base alloys. This alloy is a lower
magnesium content alloy and is often
used for automotive wheels, over-the-
road trailers, and rail tank cars where
the weld filler metal chemistry must
closely match the base material
chemistry to maximize corrosion
performance.

ADVANTAGE LINCOLN
• All-position aluminum MIG wire.

• Superior wire surface finish for the
best feedability and arc
performance.

• Optimal manufacturing process to
precisely control chemical
composition.

• State-of-the-art testing equipment
to ensure trouble-free performance
of the weld wire.

• Manufactured under a quality
system certified to ISO 9001
requirements.

TYPICAL APPLICATIONS
• Matching filler alloy for 5454 base

alloys.

• Automotive wheels.

• Transportation industry
applications such over-the-road
trailers and rail tank cars.

• Chemical storage tanks.

WELDING POSITIONS

CONFORMANCE
AWS A5.10:  ER5554
CWB

SHIELDING GAS
100% Argon
Argon / Helium Mixtures
Flow Rate:  30 - 50 CFH

%Al %Si %Fe %Cu %Mn %Mg %Cr %Zn %Ti %Be

AWS
Requirements

Remainder
.25 .40 .10

0.50 - 1.00 2.40 - 3.00 .05 - .20
.25

.06 - .20
.0008

per AWS ER5554 max. max. max. max. max.

Test Results Remainder .06 .13 .03 .51 2.41 .06 .005 .09 .0006

WIRE COMPOSITION 

1 Lb. (0.4 kg)
Diameter Spool 16 Lb. (7.3 kg)
Inches (mm) (20 Lb. Carton) Spool

.030 (0.8) EDS30324 EDS29571

.035 (0.9) EDS30325 EDS29572
3/64 (1.2) EDS30326 ED029573
1/16 (1.6) EDS29574 

DIAMETERS / PACKAGING

NOTE: Typical Operating Procedures
can be found on pages 14-15.

SuperGlaze

www.lincolnelectric.com



1 Lb. (0.4 kg)
Diameter Spool 16 Lb. (7.3 kg)
Inches (mm) 20 Lb. Carton Spool

.030 (0.8) EDS30327 EDS29579

.035 (0.9) EDS30328 EDS29580
3/64 (1.2) EDS30329 EDS29581
1/16 (1.6) EDS29582
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SuperGlaze 5556 AWS: ER5556   Aluminum MIG Wire

SuperGlaze 5556 weld deposits will
provide matching tensile strengths for
the 5XXX alloys, such as 5083 and
5654.  Contains increased amounts of
magnesium and manganese.  

ADVANTAGE LINCOLN
• All-position aluminum MIG wire.

• Superior wire surface finish for the
best feedability and arc
performance.

• Optimal manufacturing process to
precisely control chemical
composition.

• State-of-the-art testing equipment
to ensure trouble-free performance
of the weld wire.

• Manufactured under a quality
system certified to ISO 9001
requirements.

TYPICAL APPLICATIONS
• For welding the higher strength

5XXX alloys, such as 5083 and
5654.

• Pressure vessels.

• Storage tanks.

WELDING POSITIONS

CONFORMANCE
AWS A5.10:  ER5556

SHIELDING GAS
100% Argon
Argon / Helium Mixtures
Flow Rate:  30 - 50 CFH

%Al %Si %Fe %Cu %Mn %Mg %Cr %Zn %Ti %Be

AWS
Requirements

Remainder
.25 .40 .10

0.50 - 1.00 4.70 - 5.50 .05 - .20
.25

.05 - .20
.0008

per AWS ER5556 max. max. max. max. max.

Test Results Remainder .03 .13 .001 0.65 5.00 .10 .02 .07 .0006

WIRE COMPOSITION 

1G 2F 2G

3G
➔

3G ➔ 4G

DIAMETERS / PACKAGING

NOTE:  Typical Operating Procedures
can be found on pages 14-15.

SuperGlaze

www.lincolnelectric.com



1 lb. spool 16 lb. spool 20 lb. spool 165 lb. reel
in. (mm) in. (mm) in. (mm) in. (mm)

A Inside Width 1-1/2 (38) 3-5/8 (92) 3-5/8 (92) 8-1/2 (216)

B Outside Width 1-3/4 (44) 4 (102) 4 (102) 11-1/2 (292)

C I.D. Arbor Hole 5/18 (7) 2 (51) 2 (51) 10 (254)

D O.D. Core 1-1/2 (38) 6-3/4 (171) 5-29/32 (150) 12 (305)

E O.D. Flange 4 (102) 11-7/8 (302) 11-7/8 (302) 24 (610)

F I.D. Drive Hole 3/16 (5) 15/32 (12) 15/32 (12) ––

G Drive Hole Offset 1 (25) 1-3/4 (44) 1-3/4 (44) ––

Package/Carton Pallet
Packaging Weight Weight
Type lbs    (kg) lbs      (kg)

1 lb. Spool 20 (9.1) 2000 (907)
16 lb. Spool 16 (7.3) 1296 (588)
20 lb. Spool 20 (9.1) 1620 (735)

165 lb. Reel 165 (75) 660 (299)
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PACKAGING AND ACCESSORIES

SPOOL/REEL SPECIFICATIONS

Packaging
No matter what your need, Lincoln Electric has a packaging
option that offers a great fit. Small packaging includes
spools, in quantities of 1 lb., 16 lbs., or  20 lbs. (0.4 kg,
7.3 kg or 9.1 kg). Our bulk reel weight is 165 lbs. (74.8 kg). 

Accessories
K2155-1 Aluminum De-Reeler

• Compatible with Lincoln Electric’s
165 lb. (75 kg) bulk reels of
SuperGlaze aluminum MIG wire.

PACKAGING PALLET WEIGHTS

SuperGlaze

www.lincolnelectric.com

• The system maintains constant  ten-
sion from OD to ID of reel for  trou-
ble-free wire payoff and welding.

• The wire de-reels vertically, eliminat-
ing loose wire and wire tangling.

• Powered system eliminates wire flip
and hoisting.
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Arc Approx.
Metal Electrode DC+ Arc Argon Travel Electrode

Thickness(4) Weld Weld Diameter Current(3) Voltage(3) Gas Flow Speed Consump.(5)

(In.) Position(1) Passes(5) (In.) (Amps) (Volts) (cfh) (ipm/pass) (lb/100 ft.)

3/32 F, V, H, O 1 .030 100-130 18-22 30 24-30 1.8

1/8 F 1 .030-3/64 125-150 20-24 30 24-30 2
V, H 1 .030 110-130 19-23 30 24-30 2
O 1 .030-3/64 115-140 20-24 40 24-30 2

3/16 F 1 3/64 180-210 22-26 30 24-30 4.5
V, H 1 .030-3/64 130-175 21-25 35 24-30 4.5
O 1 .030-3/64 130-190 22-26 45 24-30 4.5

1/4 F 1 3/64-1/16 170-240 24-28 40 24-30 7
V, H 1 3/64 170-210 23-27 45 24-30 7
O 1 3/64-1/16 190-220 24-28 60 24-30 7

3/8 F 1 1/16 240-300 26-29 50 18-25 17
H,V 3 1/16 190-240 24-27 60 24-30 17
O 3 1/16 200-240 25-28 85 24-30 17

3/4 H, V 4-6 1/16 260-310 25-20 70 24-30 66
O 10 1/16 275-310 25-29 85 24-30 66

Arc Approx.
Metal Joint Electrode DC+ Arc Argon Travel Electrode

Thickness Weld Edge Spacing Weld Diameter Current(3) Voltage(3) Gas Flow Speed Consump.
(In.) Position(1) Preparation(2) (In.) Passes (In.) (Amps) (Volts) (cfh) (ipm/pass) (lb/100 ft.)

1/16 F A None 1 .030 70-110 15-20 25 25-45 1.5
F G 3/32 1 .030 70-110 15-20 25 25-45 2

3/32 F A None 1 .030-3/64 90-150 18-22 30 25-45 1.8
F, V, H, O G 1/8 1 .030 110-130 18-23 30 25-30 2

1/8 F, V, H A 0-3/32 1 .030-3/64 120-150 20-24 30 24-30 2
F, V, H, O G 3/16 1 .030-3/64 110-135 19-23 30 18-28 3

3/16 F, V, H B 0-1/16 1F, 1R .030-3/64 130-=175 22-26 35 24-30 4
F, V, H F 0-1/16 1 3/64 140-180 23-27 35 24-30 5
O F 0-1/16 2F 3/64 140-175 23-27 60 24-30 5
F, V H 3/32-3/16 2 3/64-1/16 140-185 23-27 35 24-30 8
H, O H 3/16 3 3/64 130-175 23-27 60 25-35 10

1/4 F B 0-3/32 1F, 1R 3/64-1/16 175-200 24-28 40 24-30 6
F F 0-3/32 2 3/64-1/16 185-225 24-29 40 24-30 8
V, H F 0-3/32 3F, 1R 3/64 165-190 25-29 45 25-35 10
O F 0-3/32 3F, 1R 3/64-1/16 180-200 25-29 60 25-35 10
F, V H 1/8-1/4 2-3 3/64-1/16 175-225 25-29 40 24-30 12
O, H H 1/4 4-6 3/64-1/16 170-200 25-29 60 25-40 12

3/8 F C-90° 0-3/32 1F, 1R 1/16 225-290 26-29 50 20-30 16
F F 0-3/32 2F, 1R 1/16 210-275 26-29 50 24-35 18
V, H F 0-3/32 3F, 1R 1/16 190-220 26-29 55 24-30 20
O F 0-3/32 5F, 1R 1/16 200-250 26-29 80 25-40 20
F, V H 1/4-3/8 4 1/16 210-290 26-29 50 24-30 35
O, H H 3/8 8-10 1/16 190-260 26-29 80 25-40 50

3/4 V, H, O F 0-1/16 8F, 1R 1/16 240-300 26-30 80 24-30 75
F E 0-1/16 3F, 3R 1/16 270-330 26-30 60 16-24 70
V, H, O E 0-1/16 6F, 6R 1/16 230-280 26-30 80 16-24 75

14

(1) F - Flat, V = Vertical, H = Horizontal, O = Overhead.
(2) See joint designs on page 15.
(3) For 5XXX series wires, use a welding current on the high side of the range and an arc voltage in the lower portion of the 

range. For 1XXX, and 4XXX series wires, use the lower currents and higher arc voltages.
(4)  Metal thickness of 3/4” or greater for fillet welds sometimes employs a double vee bevel of 50° or greater included vee with

3/32” to 1/8” land thickness on the abutting member.
(5) Number of weld passes and electrode consumption given for weld on one side only.

TYPICAL OPERATING PROCEDURES FOR GROOVE WELDING

TYPICAL OPERATING PROCEDURES FOR FILLET AND LAP WELDING

SuperGlaze

www.lincolnelectric.com
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TYPICAL JOINT DESIGNS FOR ALUMINUM MIG WELDING

SuperGlaze

www.lincolnelectric.com



LINCOLN  NORTH  AMERICA
DISTRICT SALES OFFICES

U.S.A.
ALABAMA
BIRMINGHAM   35124-1156 
(205) 988-8232
MOBILE   36582-5209
(251) 443-6524

ALASKA
Contact VANCOUVER, WA 
(360) 693-4712

ARIZONA
PHOENIX   85260-1745
(480) 348-2004

ARKANSAS
LITTLE ROCK   72032-4371
(501) 764-0480

CALIFORNIA
FRESNO   93722-3949
(559) 276-0110
LOS ANGELES   90670-2936
(562) 906-7700
SACRAMENTO   95819-3111
(916) 452-1425
SAN DIEGO   92108-3911
(619) 208-9001
SAN FRANCISCO  94551-4847
(925) 443-9353

COLORADO
DENVER   80112-5115
(303) 742-8887

CONNECTICUT
NORTH HAVEN  06238-1090
(860) 742-8887

FLORIDA
JACKSONVILLE   32216-4634
(904) 642-3177
MIAMI   33178-1175
(305) 888-3203
ORLANDO  32714-1974
(407) 788-8557
TAMPA   33594
(813) 477-5817

GEORGIA
ATLANTA 30076-4914
(770) 475-0955
SAVANNAH   31324-5180
(912) 727-4286

HAWAII
Contact LOS ANGELES, CA
(562) 906-7700

IDAHO
BOISE   83616-6646
(208) 938-2302

ILLINOIS
CHICAGO   60527-5629
(630) 920-1500
PEORIA   60527-5629
(630) 920-1500

INDIANA
EVANSVILLE   47630
(812) 454-3428
FT. WAYNE   46825-5547
(260) 484-4422
SOUTH BEND   46561-9160
(219) 674-5523
INDIANAPOLIS   46038-9459
(317) 845-8445

IOWA
CEDAR RAPIDS   52402-3160
(319) 362-6804
DAVENPORT   52806-1344
(563) 386-6522
DES MOINES   50265-6218
(515) 963-1778

KANSAS
KANSAS CITY   66214-1625
(913) 894-0888
WICHITA   67037-9614
(316) 788-7367

KENTUCKY
LOUISVILLE   47112-7025
(502) 727-7335

LOUISIANA
BATON ROUGE   70808-3150
(225) 922-5151
LAFAYETTE   70507-3126
(337) 886-1090
SHREVEPORT   71105-2413
(318) 865-4445

MARYLAND
BALTIMORE   21050-3067
(443) 831-0416

MASSACHUSETTS
BOSTON   02452-8405
(781) 899-2010

MICHIGAN
DETROIT   48034-4005
(248) 353-9680
FLUSHING   48433-1855
(810) 487-1310
GRAND RAPIDS  49512-3924
(616) 942-8780

MINNESOTA
MINNEAPOLIS   55447-4743
(763) 551-1990

MISSISSIPPI
JACKSON   39212-9635
(601) 372-7679

MISSOURI
KANSAS CITY (KS)  66214-1625
(913) 894-0888
ST. LOUIS   63045
(314) 291-5877
SPRINGFIELD   65804
(417) 841-2779

MONTANA
Contact VANCOUVER, WA
(360) 693-4712

NEBRASKA
OMAHA   68046-2826
(402) 339-1809

NEW JERSEY
EDISON   08837-3939
(732) 225-2000

NEW MEXICO
ALBUQUERQUE   87008
(505) 890-6347

NEW YORK
ALBANY  12304-4320 
(518) 393-7718
BUFFALO   14075-2520
(716) 646-8414
NEW YORK CITY   
(888) 269-6755
SYRACUSE   13057-9313
(315) 432-0281

NORTH CAROLINA
CHARLOTTE   28273-6200
(704) 588-3251
RALEIGH  27604-8456
(919) 303-1972

OHIO
AKRON   44236-4680
(330) 342-8009
CINCINNATI   45242-3706
(513) 554-4440
CLEVELAND   44143-1433
(216) 289-4160
COLUMBUS   43221-4073
(614) 488-7913
DAYTON   45458
(937) 885-6964
TOLEDO   43528-9483
(419) 867-7284

OKLAHOMA
OKLAHOMA CITY   73139-2432
(405) 616-1751
TULSA   74146-1622
(918) 622-9353

PENNSYLVANIA
PHILADELPHIA   19008-4310
(610) 543-9462
PITTSBURGH   15001-4800
(724) 857-2750
HARRISBURG   
17104-1422
(717) 213-9163 

SOUTH CAROLINA
GREENVILLE   29681-4724
(864) 967-4157
COLUMBIA      29209
(803) 783-2851

SOUTH DAKOTA
SIOUX FALLS   57108-2609
(605) 339-6522

TENNESSEE
KNOXVILLE   37922-1736
(865) 966-9648
MEMPHIS   38115-5946
(901) 363-1075
NASHVILLE   37027
(615) 236-1144
TRI-CITIES   37601-3411
(423) 928-6047

TEXAS
DALLAS   76051-7602
(817) 329-9353
HOUSTON   77060-3143
(281) 847-9444
SAN ANTONIO   78133-3502
(830) 964-2421

UTAH
MIDVALE   84047-3759
(801) 233-9353

VIRGINIA
HERNDON   20170-5227
Washington, D.C.
(703) 904-7735
DANVILLE
(434) 489-3222
HAMPTON ROADS 23693-4171
(757) 870-5508

WASHINGTON
VANCOUVER   98661-8023
(360) 693-4712
SPOKANE   99005-9637
(509) 468-2770

WASHINGTON DC
HERNDON, VA   20170-5227
(703) 904-7735

WEST VIRGINIA
CHARLESTON   25526-9796
(304) 757-9862

WISCONSIN
GREEN BAY   54302-1829
(920) 435-1012
MILWAUKEE   53186-0403
(262) 650-9364

CANADA
ALBERTA
CALGARY
(403) 253-9600/(877) 600-WELD
EDMONTON
(780) 436-7385
WINNIPEG
(204) 488-6398

BRITISH COLUMBIA
VANCOUVER
(604) 318-9114

MARITIMES
NEW BRUNSWICK
(506) 658-0877

MANITOBA
WINNIPEG
(204) 488-6398

ONTARIO
MISSISSAUGA
(905) 565-5600
TORONTO
(416) 421-2600/(800) 268-0812

QUEBEC
MONTREAL
(450) 654-3121 

LINCOLN  INTERNATIONAL  HEADQUARTERS

HARRIS  CALORIFIC  DIVISION
2345 Murphy Blvd., Gainesville, Georgia  30504  U.S.A.

Phone:  1-800-241-0804 • Fax: (770) 535-0544 • Web Site: www.harriscal.com
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Web Update  7/03

LATIN AMERICA
Miami, Florida   U.S.A.
Phone:  (305) 888-3203

EUROPE
Barcelona, Spain  
Phone:  34  93  492  20  00

RUSSIA, AFRICA & MIDDLE EAST
Cleveland, Ohio  U.S.A.
Phone:  (216) 481-8100

ASIA PACIFIC
Singapore
Phone:  65  276  0878
Australia
Phone:  61  2  9772  7222

Customer Assistance Policy

The business of The Lincoln Electric Company is manufacturing and selling high quality welding equipment, consumables, and cutting
equipment.  Our challenge is to meet the needs of our customers and to exceed their expectations.  On occasion, purchasers may ask
Lincoln Electric for advice or information about their use of our products.  We respond to our customers based on the best information
in our possession at that time.  Lincoln Electric is not in a position to warrant or guarantee such advice, and assumes no liability, with
respect to such information or advice.  We expressly disclaim any warranty of any kind, including any warranty of fitness for any cus-
tomer’s particular purpose, with respect to such information or advice.  As a matter of practical consideration, we also cannot assume
any responsibility for updating or correcting any such information or advice once it has been given, nor does the  provision of informa-
tion or advice create, expand or alter any warranty with respect to the sale of our products.

Lincoln Electric is a responsive manufacturer, but the selection and use of specific products sold by Lincoln Electric is solely within the
control of, and remains the sole responsibility of the customer.  Many variables beyond the control of Lincoln Electric affect the results
obtained in applying this type of fabrication methods and service requirements.

Subject to Change – This information is accurate to the best of our knowledge at the time of printing.  Please refer to www.lincolnelec-
tric.com for any updated information.


