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Filler alloy for TIG process

CastoTIG® 45803 W

For aluminium and aluminium alloys

[

Description

Aluminium silicon filler rod for the joining, rebuilding and coa-
ting, by the TIG (Tungsten Inert Gas) process, of pure alumini-
um and its alloys as welded or cast. CastoTIG 45803 W makes
possible applications both with pure aluminium and certain
aluminium alloys when filler alloy of the same composition is
not required.

CasfoTIG 45803 W, with Castolin 190 flux, can be used with
the oxyacetylene flame for brazing {wide joints and fillets).

Technical data

Standards
PrEN e AW - 4043A ] AW - AISIS(A)
AWS A5.10:.... ER 4043
DIN 1732:...ccccciivicricnrereareneenn. SG AL Si B
WeNE camnsmsmaamasns 32245
Mechanical properties
(on prepared test piece at 20°C without annealing)

Minimum
Tensile strength Ry (Nfmm?-................ 120
Yield strength Ryoz (NfMm?):.................. 40
Elongation As (%6): cevevvveeeiieienrcrnnen .8
Physical properties

Typical

Melting range (°C)......ccceeerrvvreerinnenn.. 573 - 625
Diensiy (gldm®) v 2:68
Shielding gas
Recommended gas:..................... 100% Ar [DIN 32526 | 1]
Applications

For welding aluminium alloys and cast aluminium alloys or
between the alloys themselves. For example: AlISi 5, AIMgSi
0.5, AlMgSi 0.7, AlMgSi 1, AlMg 1, Al 99.8, Al 99.7 and Al 99.5
cast aluminium alloys with a silicon percentage of up to 7% or
additive elements of less than 2%.

CastoTIG 45803 W is especially designed for a wide variety of
applications in all indusfries manufacturing or maintaining large
items of equipment containing aluminium or aluminium alloy
parts and components. For example: frames, fittings, profile
sections, balustrades, racks, tanks, ducting, body components
of rail or road vehicles, trailer bars, side panels of trucks, ship-
building or food-processing industry, etc.

Procedure for use
- Brazing:

Preparation

Ensure that areas to be welded are free from contaminants,
oxides efc. remove using a stainless steel wire brush or apply a
suitable degreasing agent, depending upon extent of contami-
nation.

For thin flowing applications prepare joint clearance of 0.12 mm

- 0.25 mm (0.005" - 0.01"). For large and thick sections clamp
securely in order to minimise distortion effects.
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Preheating
For small and intricate sections preheating locally is usually
sufficient. Large and complicated sections may require heating
up to 200°C.

Oxy-Acetylene, clean water diluted, Flux 190 (corrosive resi-
dues) or 190 NH(non corrosive residues) or 190 NX (non cor-
rosive residues) paste.

Pre-flux the joint area and the rod using the 190 flux and com-
mence preheating broadly using a slightly carburising flame
setting (excess acetylene). The flux will first form into a powder
substance and then transform into a liquid (this indicates the
correct base metal temperature for applying this alloy). Apply
CastoTIG 45803 W by laying along the length of the joint.
Continue heating until alloy flows through the joint.

Flux Removal

For Flux 190 -

Allow workpiece to cool below 200°C, then quench in cold
water, which in turn will release the majority of flux residues;
this should be followed by washing.

- Tungsten inert gas process:

For use with the tungsten arc gas process, deposit as stringer
beads, feeding the alloy into the leading edge of the weld pool
(no filux is required using this process). Due to the free flowing

action of CastoTIG 45803 W the speed of travel will be fairly
rapid. Wire brushing between passes is recommended.

Welding position
F, HF, H, OF 0O, VU
PA, PB, PC, PD, PE, PF,accordingtoEN 439

Welding parameters
Pure tungsten electrode (W)
Welding current (A):

& electrode
(mm.) - 24 | 32 | 40
& filler rod
(mm)d
2.0 100-
160
2.5 110-
145
3.2 150- 200-
210 250
4.0 220-
275
5.0 250-
300

In principle, it is preferable to choose an electrode of a smaller
diameter to realise a befter arc concentration, which favours a
more restricted weld pool.

" Machining

The CastoTIG deposit can be machined with standard cutting
tools. The deposit can also be cut by standard plasma cutting
processes.
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