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® \\eldability between different metals and/or alloys
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Aluminium 43 alolblolclolelolololelcelelc

Stainless Steel 4540 | F| A|D|D|B|A|F|C|C|C|B|F|D|B

Brass 24 c/ e|B|jc,c|]c|F|C|]C|]C|D|E|C/|D

Copper i o,bp ¢c|CcC/F E|E D D|D| E|E|C]|E

Galvanized Iron

BB
Mild Steel #4X DIA|D E|C|A|E|C|]C|C|B|F|C|A
Lead 4% E|F|F|E|E|E|C|E|E|E|F|C|E|D

Monel 2% H4&44 | D|C|C|D|D|C|E|B|B|B|C|F|C]|C

Nickel £ bpjcjc;bp)pb;jc|eE|B|B|B|C|F|]C]|C

Nickel-Chromium Alloy
PR 5 <

Tin Plate %824t cC|B|D|E|E|B|F|Cc|Cc|]cCc|Cc|C|D|C

zZinc £F C/|F|E|E|E|F|C|F|F|F|C|C|D]|C

Phosphor Bronze f% | C |D | C|C|C|C|E|C|C|D|D|D|B|C

Tungsten c/ B|/D/ E|E|]A/ D|lC]C|]C|C|C|C|B

A: Excellent (ft)
The output welding energy shown on this chart is for

B: Fair (R) guidance only, the autual energy required will vary due to
C. D: Poor (§) the different thicknesses and shapes of the workpieces.
E: Very poor CF55) AR OFEARIE DU — I, SRR 25 D A

F: Not possible (AH]) J7 RSN RIS -




