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ALUMINUM AND ALUMINUM ALLOY WELDING WIRE
PROFESSIONAL MANUFACTURER
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Site: Maozhai Industrial Park, Yulong Town, Xingyang
County,Zhengzhou City, Henan Province

Tele:+86-371-65000255 65000355

Fax:+86 -371-65000755

Website: www.cwhj.com

Box: sales@cwhj.com *ﬂﬂﬁﬂﬂiﬁ*ﬂﬁmﬁﬁ

ZHENGZHOU CHUANWANG WELDING MATERIAL CO. LTD.
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Since 1990, Zhengzhou Chuanwang has been focusing on the field of welding wire manufacturing, and is committed
to the research and development and production of high-quality aluminum and titanium alloy welding materials. Products
are used in military industry, aerospace, aviation, high-speed rail, ships, automobiles, petrochemical industry,
construction metallurgy and other fields, providing services for more than 5,000 domestic welding users in 15 countries.

Over the past 30 years, the company has always adhered to the business philosophy of "honesty, innovation, quality
and service', introduced high-end talents, formed a professional welding technical team, and |ndependently mncwated
domestic welding wire production technology and equipment. With reference to GB/T10853—2023 AWS AS-.'
standards, the quality management system certification requirements of GJBI001C-2017 and I1SO 90
implemented, and the quality is strictly controlled. The products have passed the EU CE certification, DB certif
ship inspection certification, VDTUV certification and SGS certification, and they are CSIC, China Hangfa Group and GS
certification.

. —Ship-Wang Ren adheres to the enterprise spirit of "pursuing excellence-and advocating perfection®, and fir
believes that product quality and service are the basis of cooperation. We have been committed to quality produts and
welding technology to serve the welding industry!
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In order to meet the needs of localization of aluminum welding market, our company invested in
equipment and technology, and after repeated research, exploration and experiments, successfully
launched the first domestic special-purpose barreled aluminum welding wire for robot welding in
2018, and recommended the matching accessories such as barreled aluminum welding wire cap,
barreled aluminum welding wire feeder and wire guide tube for customers to meet the cost
reduction and transformation from imported to domestic.

Compared with the coiled aluminum welding wire, the barreled aluminum welding wire has the
characteristics of uniform and continuous wire feeding, large capacity and no joints, and is suitable
for autematic contrel welding and long-term uninterrupted welding. The welding defects produced
during welding are obviously reduced, and the weld seam is beautiful, so as to reduce customer costs
and improve work efficiency.
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A1 L4
SHEIN{E cooperaTIVE PARTNER {‘Bq_‘iﬁﬁﬁ CHEMICAL COMPOSITION %
Fa a3 2k (RESH) %
Classification of chermical constituents Chemical compoesition (mass fraction) %
(3] s o T = f=1
SHEUS (S AETHE ; | Hflowe |
[I=Z ovmts EGR i e I N N T K N e R Y e 2
China-Canada
CHINALCO fa-EasE
SAL1070  AI99.7 020 025 0.04 003 003 - 004 V005 0.03 - 29970 00003 0.03 g
a8 SAL1100  Al99.0Cu  Si+Fe: 0.95 005-020 005 2 - 010 = 2 - 29900 0.0003 005 0.5
_ o e, ‘
/)lw: ) SAL1188  AI99.88 006 006 0.005 001 001 - 003 G\?E)Oi?sa 001 - 29988 00003 0.01 .
G& :;i’u WORK x:° &?QD AR -
AVIC *«3\\ ¥ I SAL1450  AI99.5Ti 025 040 005 005 005 - 007 - 010020 - 29950 0.0003 0.03 -
e HANGYANG
ERamAE FORZIRE -7
SAL2319 AICUBMNZITi 0.20 0.30 5.8-6.8 020-040 0.02 - 010 ggat,s 010020 000025 &E 00003 005 015
‘ ‘ 8-
— . 2 4 o ~ - e o =5
ghOSh!On f(j ~=N—= I ' ’ SAL3003 0.60 070 005020 1.0-1.5 0.10 282 | 005 045
PRI T SAL3103  AlMn1 050 070 010 09-15 030 010 020 - Ti+Zr0.10 & 00003 005 0.15
SAL3A21 060 070 020 10-16 005 - 010 -  0.15 - B 005 0.0
o=
P MuUYUanIxm SAL4010  AISi7TMg 6575 020 020 010 030045 - 0.10 = 0.20 - £E8 00003 005 015
MODINE
& SAL4011  AISiTMg05Ti 6575 020 020 010 04507 - 0.10 - 004020 - S8 004007 005 015
SAL4043 AlSi5 4560 080 030 005 005 . 0.10 - 0.20 . £8 00003 005 015
SAL4047  AISi12 11.0-130 080 030 015 0.10 . 0.20 - s . S8 00003 005 015
— ) L HEREES
= TL 5 Ss';’ﬁ%}gg - it SAL5087 AMgdsMnziAl 025 040 005 07-11 4552 005025 025 . 015 010-020 8 00003 005 0.15
SERR AR L
SAL5183 AMgdSMn07(Al 040 040 010 050-10 43-52 005025 025 - 0.15 - 48 00003 005 015
SAL5356  AMgscidl 025 040 010 005020 45-55 005020 0.10 - 006020 - S8 00003 005 015
SAL5554  AMg2iMn 025 040 010 05010 24-30 005020 025 - 005020 - 45 00003 005 015
. a
- AL ® e b ERER e SALS556  AMgSMniTit) 025 040 010 05010 47-55 005-020 025 - 005020 - £2 00003 005 015
(CHEEy s C XBYimm < mow  DENSO gy
FARAERAR 3T SALSA0G 040 040 010 05008 5868 - 020 - 002010 - S8 0005 005 010
wWwA NS
SAL5B06 040 040 010 050-08 5868 - 0.20 - 010030 - S£2 00005 005 010
8-
SAL6061 040-08 070 015040 015 0812 004-035 025 L 015 = e = 005 015
» a&;
c, KEEMH =y CEIC MG Lirs SAL6063 020-06 035 010 010 04509 010 010 - 0.10 = 82 - 005 015
CHANGGAD GROUP mm* mHEE L%] 4
cASC - £0-6%
SAL7075 040 050 1220 030 21-29 018028 5161 - 020 s 282 - 005 015
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270mmEBEHR D270Plastic Spool
o 300mm#HE D300Plastic Spool
Mig 200mmIBRHE D200Plastic Spool

100mm#B R D100Plastic Spool
B 1TmE4E 1000mm Carton
Tig

1.2mE4HE 1200mm Carton

Bl Coil D450mm. D300mm
%% Drum D660mm

(B2 RIS TJHEFE mopEL TABLE

7kg

Skg

2kg
0.5kg
10kg

10kg

10kg. 20kg

100kg

0.8mm. 09mm. 1.0mm
1.2mm. 1.6mm. 2.0mm

0.8mm, 09mm, 1.0mm. 1.2mm

1.6mm. 2.0mm. 24mm. 3.0mm
3.2mm, 4.0mm. 5.0mm, 6.0mm

A40mm, 5.0mm. 6.0mm

20mm. 24mm. 3.0mm
3.2mm. 40mm. 5.0mm

1.0mm. 1.2mm. 1.6mm

EHEE Model NS
SAL1070 Al99.7
SAL1100 Al99.0Cu
SAL1188 Al99.88
SAL1450 Al99.5Ti
SAL2319 AICUMNZITi
SAL3003
SAL3103 AlMn1
SAL3A21
SAL4010 AlSi7TMg
SAL4011 AlSi7Mg0.5Ti
SAL4043 AlSi5
SAL4047 AlSi12
SAL5087 AlMg4.5MnZr(A)
SAL5183 AlMg4.5Mn0.7(A)
SAL5356 AIMg5Cr(A)
SAL5554 AlMg2.7Mn
SAL5556 ' AIMg5Mn1Ti(A)
SAL5A06
SAL5B06
SAL6061
SAL6063
SAL7075

-09-

SAL-2
SAL-3
SALCu

SALMn

SALSI-1
SALSI-2

SALMg-3

SALMg-1
SALMg-5

2 GB/T10858-1989 ANSI/AWS A5.10M:2021
Chemical Elements

ER1070
ER1100
ER1188
ER1450
ER2319

ER3103

ER4010
ER4011
ER4043
ER4047
ER5087
ER5183
ER5356
ER5554
ER5556

%%Egéﬁ WELDING PARAMETER RECOMMENDATION

FE£HTT mm ERIP SRR R EH#EEmm/min | (FIEETHA HIEBEY | SBEHTAHERS mm | I2EEE mm/min
:?::ggr\::: Protective gas composition | Wire feed rate mm/min |Welding currentA| Arcvoltage V Dlsn:: f:::;c?:r:::? it Welding speed mm/min
1.2 100%Ar 7500-16500 | 200-300 23-28 16-22 510-900
1.6 100%Ar 3900-9000 200-350 23-29 19-25 510-900
EFEER:

Y& RO R P A S R ARSI SR £ X mNEHETES, SNSEREFEREARHSIEESI. KEF
Mikfe. IRIERT O SR ARAIT R WSS, DURIERERRZ, Flisnr 2.

The rust scale,moisture,oil stain and dust in the welding position should be definitely cleaned before

welding.Or else,it can cause bad welding effects like bad welding joints,airholes,slagincusion,etc. backing

board is recommended to holding the melting metals when welding.This will ensure a good shaping of
soldering seam and avoid

*ﬁ%ﬁﬁb ﬁlﬁ‘ﬂ‘g MECHANICAL PROPERTY DEPOSITED METAL

TS WAL : F : %
ﬂ’; ¥ l'}. )}J})\' Classification of chemical constituents

| ihI3EERmM MPa | HEEIHEBEE Rp 0.2 MPa | HifafhkKE %

v =y [Tensile strength Rm Mpa Specified plastic extension Elongation %
WIS chemical Elements l < g strength Rp 0.2 MPa -

F LS character code

B-EE5E
SAL1070 Al99.7 >60 - >35
SAL1100 Al99.0Cu >75 : ' :
SAL1450 Al99 5Ti >65 ' >20 ' >35
£8-A
SAL2319 AICUBMNZrTi >240 - -
t5-th
SAL3103 AIMNT >90 >35 >24
=R ES
SAL4010 AlSi7Mg - : -
SAL4011 AISi7Mg0.5Ti - - -
SAL4043 AlSi5 >165 >70 >4
SAL4047 AlSi12 >170 ' >80 ' >4
8-
SAL5087 AlMg4.5MnZr(A) >285 >140 >18
SAL5183 AlMg4.5Mn0.7(A) >275 >130 >18
SAL5356 AIMg5Cr(A) >250 >120 ' >18
SAL5554 AlMg2.7Mn 2215 | >100 . »18
SAL5556 AlMg5Mn1Ti(A) >290 = =
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A: -EHIE  ContactTip
.. B: -#MJH  Outter Mat

/F c: -5 Tube

\ . D: -4E Soft Tube

o 7 E: -%h5@EE  Outter Guide tube

o B > ‘G — F: -UBYG U Type Roller

o G: -WESE  Inner Guide Tube
H: -$8i222  Aluminum Welding Wire
J: B Welding Wire Spoo

MIGIR G &IRZIRENERWR SRR ZMEEE, MEA LRk EG AR A AR, 1SRRI+
TREZH T EAASIRRE LR, HXLRREREGE, BoLIRERSRE. FRSRNEEER
HE, MTARRY, #BeRKIE BROMSRIEER SR .

The usage of MIG aluminum alloy welding equipment will affect the wire feeding performance. If arc breaking or back
burning is found, it means that there is something wrong with the accessories. The main reason for this problem is improper

combination and lack of maintenance of the accessories. If these problems are improved, welding will be greatly improved.
The picture above shows the important parts drawing. For different sizes, the appropriate accessories must be selected

[RERERF BFTIRRE

=

(R RAFNIFIESHZID  WelbinG TecHNIQUES

U,

according to the manufacturer’s specifications.

ELFRITNBEFNRFF FUNCTION & MAINTENANCEOF ACCESSORIES

XL :

MR EAAENVERI, IEMIX2ENthE
WA, SANERDESEIR 2SR, BING2sid
K REMSBEIEZERD. UBERIDGIAYVR
B A RERT.

ES-E

SERB B ERNRERN T AE, AU
HifAEm, EFaSthallipisE.

SHE:

IFRNSHEENREIESHEERN., WESBERE
2285 K KMER BB ARG A B r=4. ELAIE
LGSR EER RN, it SEinxe
B h, FixafREther=Emk. Hixe A RE
B, GSHBEEENNE, BintsERSBEaILL
R B RAIR I M RE.

SuE:

EY¥RTEAEMNS2EHIASmE, Bl
YA RLNEMER, ol MR 22 BB HR M o AN 22
IpE, AP BIEE LS mee 22 ae, BT
5T«

K SmEMNRE:

BRRENIEEESTE, NREXAER, S8
FFENETE, MNEMEBEIRVEFIEN, bask
BEMNSENE. AESEFESENEESE, IEHIR
SMBct, BRMSETE, BN LERRRRZ,
BX A S RENEREAEES.

- L

Feeding Roller

It is necessary that use the suitable feeding
roller and feeding pressure.The edges of U type
slot must be chamfered without sharp edge.

Protection Cap
It can lengthen service life if use protection cap
and clean the soft tube timely.

Contact Tip

It is important to choose the right size of
contact tip. It will come out electric arc if toobig
space exists between contact tip and welding
wire,and this will increase the accumulation of
welding wire granule inside of the contact tip.All
this may cause a bad feeding of aluminium
welding wire.

Guide tube

Right and elastic guide tubes will help to reduce
the abrasion and increase the feeding distance
when feed wires.

How to reach to high quality welding effect

Timely maintenance for welding accessories &
welding machine in daily usage.use the right
welding parameters,welding accessories and
good welding wires.

LB R4

¥hizz
[z2/zx

ERERNRTHSBIERESNKRE)
SHEEK, XM, SHESL
BERNIZIR 2 HEK10%.

Use suitable contact tip (Inner diameter
& length)

The longer of the contact tip, the better of
the wire feeding effect. The inner diameter
of contact tip should be 10% lager than

that of welding wire .

HFELMHLBNSHEEXR
SEBENZMEBTERE, BHEE
BEEAKEMT.6mmEBIHEA6.4mmAE,
Keep suitable space between protection
cap and contact tip

The contact tip is fixed into the protection
cap and the space is about 1.6mm to 6.4mm
away from the cap

EREFRENEEEEERE BB
ERE B ENEBHTRER/NNIXLLE
e

Direct or Swan neck welding torch
Direct welding torch need less feeding pressure.

ERIESEGE R/ R R MM ANRL
CEL

Use non-metal guiding tips

MREMEBLHRNRIBENRR, RE
BN SRENESSBENEEN,
RA—BREFNIED R, BRNSBEEN
REECHEERINSBERLER
In case of facing a spiral or jumping
condition of welding wire,

change a new contact tip or polish contact
tip with a round blade

fE FAUB G 56

HESRBY X 2240 21 kS 24 A iHh 2k &)
HIM =4 B2 AR ESE, FEUEEE
NS BLEEBMmARREAT.

Use U type feeding roller without

shape edges to protect welding wire from

warping or shaving.

I's4

—
v
I
i
n

HEXNSGREFRERER
fEFAPTFENFTIRMHE, FEGKENN
F RS PRIRE SR

Check whether thereis leakage of
water & gas

Use PTFE inner soft tube, and do not
alternate use water tube and gas tube.

ERASENRELS
BIAFIBLES AT HASEZENLE
GILEESHE R

Use the right welding machine and
accessories for aluminium welding
wire.

AEEMHZ S B
ERENSREETNNES SRIER
A SREASIEIA R L.

Do not curl or bend the contact tip.

ARERSRE, BHRELERNRE
B

Remove all the welding wire from the
feeding soft tube if there is a back turn.

BoISKHsIEARK L

FHRHSI S0 ek E NI B th s plg
w2, REXLFER,

Keep the feeding rollerinto a line to
avoid a bad feeding effect.

ELMFRIPREFRL

FEFGB XL PUE, RIFHET
ERESEEESEP. EXEEMRN
F30%.,

Keep welding wire in a good storage
condition and protection.

Don't leave wires on the feeding machine
when there is no use in a long time.lt' s
better to store wire in a controlled
situation,and the relative humidity should
be less than 30%.
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;Eﬁ GUIDE FOR SELECTION
OF FILLING MATERIALS

2036 -- 2 A S S S B
2036 g

7005k 6061
7018 6063
356.0 7021 6082
319.0 357.0 7029 6101
3330 359.0 511.0 7039 6201
354.0 413.0 512.0 710.0 6151
355.0 444.0 513.0 711.0 6351
i1 380.0 443.0 514.0 712.0 6070 6951 5456 5454
1060 e 3 - R =,
1070
1080
1350
1100 4145 4043 5356 5356 4043 4043 5355 4043
3003 c.e.i c.e.i
2219 4145 4145 4043 5356 4043 4043 4043 4043
2519 g G |
i b :
5005 4043 4043 5654 5654
b

5050

5083

5086

5154

5356
c.el

5656

5654

4042 ﬁh§4 ﬁ?%h
b.i b

5183
e

5356

Jb)b
= =

5356

e

5356
b

5254a b.: b b b.c b e
5454 e S 35¢ i
; b 5
5456 :356 5656 5356 5356 5356 5356
e e e e b

319.0 4145
333.0 d.c.i
354.0
355.0
380.0
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4043 4043
b.i b.i

CEFRItERT R AT, SRR RARNLSHAR0IE R
EMEVMEERENRREE. BEATTH
PASMIT S EEB R #NIX— RIS R, XL
HEEEARTLUTNERE: BELE. SBRN
HEHRORE, BERRT, BE0EMRS

The service ability a product or
structure utilizing this type information is
and must be the sole responsibility If the
buyer/user.Many variables beyond the
control of"Chuan Wang" affect the results
obtained in applying this type of
information.These variables include,but are
not limited to welding procedure,plate
chemistry and temperature,plate chemistry
and temperature,welding pieces
design,fabrication methods and service
requirements.

5154

5254a

5356
c.e.i

4043

5052 5005

5083 5652a 5050 3004
5 3 1100

5355 5356 4043 4043 4043

4043 4043 4043 4043 4043
i
= z e =
5356 4043 4043
d.e
5356 5356
e =
5356 5356
& =)
5356
=}
B AN A -

1. MfEArkeEeE k=B N, EETEMHE
RohFBRAZER (FT150°F) i, Hx
Al FrI e =2 RIRE, 5356, 5183%
5654 B FEEEia.

2, LEFHAHERTRSEPSIEE,

3. ERBIIHERMENES, E8MEFRE
B TIR .

ADDITIONAL GUIDELINES

1.Service conditions such as
immersion in pure or salt water,exposure to
specific chemicals,or exposure sustained
high temperature(over150°%F )may limit the
choice of filler metals.Filler alloys
5356,5153,5556 and 5654 are not
recommended for sustained elevated
temperature service.

2.Guide lines in this table apply to gas
shielded arc welding processes.

3.Where no filler metal is listed,the
base metal combination is not
recommended for welding.

1060
1070
2219 2014 1100 1080
2519 2036 3003 1350

1100

4145 4145

2319
c.fi

3dIND NOILD2313S TVLIW ¥31114

it ErEEAEEFITEAWSAS. 10fR it

a, BH5652M5254TESNEELY, HEREE56545LUEKIR
150°F (65°C) FHTAMEHAVIER,

b, 5183, 5356, 5454, 5556, 56540[#EHE, EEIEMTHEELN
EPE R EE Mt R EGAREE, 55540 BT iiRRG,

. A0A3E]AEFERLFNNG AR 8 57

d. S8HBEE DY 1;‘1§n$d BT A,

e. 5183, 535685556 AEHEA.

f. 41450 BEfE AP AP KA.

g. 23190 REFE R R AP E

I, 40475] 87 F 0 Mz FR P K F

j. 1100a sEFEEFP A FEP# A,

k. (3870055 744E

Notes:All filler materials are listed in
AWS A5.10specification

a.Base metal alloys 5652 and 5254 are used for hydrogen peroxide
service, 5654 filler metal is used for welding both alloys for low
temperature 150°F (65°C) service.

b.5183,5356,5454,5556 and 5654 may be used.In some cases they
provide improved color match after anodizing highest weld
ductility and higher weld strength.5554 is suitable for elevated
temperature service.

¢.4043 may be used for some applications.

d.Filler metal with the same analysis as the base metal is sometimes
used

e.5183,5356 or 5556 may be used.

f.4145 may be used for some applications.

g.2319 may be used for some applications.

i.4047 may be used for some applications.

j.1100 may be used for some applications.

k.This refers to 7005 extrusions only.
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