
BENEFITS 

• Good arc stability and 
edge wetting enhance 
strength and control 

• Increased fluidity allows 
increased welding speed 

• Flexible for welding on 
mild, carbon and stain
less steels 

ARGON/OXYGEN 
PENETRATION PROFILE 

SHIELDING GAS TECHNOLOGY 

Argoshield® Argon/Oxygen 
Shielding Gases 
Economical Blends For Spray Transfer Welding 

These shielding gases are blends of argon 
and small amounts of oxygen. For many 
years, they have been a mainstay of spray 
transfer MIG welding on all steels, stainless 
steel in particular. The mixtures continue to 
be economical choices for creating strong 
welds in most spray transfer applications. 
However, when weld speed and appearance 
are critical factors, Airco's Argoshield LG, 
TC and 101 three-part shielding gas mix
tures are preferred. 

Effects of Mixing Argon and Oxygen 
Argon is an excellent base for MIG weld

ing shielding gases because it permits spray 

transfer on all welded materials. When weld
ing on stainless steel, however, the low arc 
energy of argon does not permit the molten 
metal to wet out the edges of the weld, which 
causes undercutting and uneven bead shapes. 
The addition of a small percentage of oxygen 
to the argon increases the molten metal tem
perature and lowers the surface tension of 
the weld pool. This stabilizes the arc, flattens 
the weld bead and improves edge wetting, 
while minimizing undercutting. Argon/oxy
gen blends produce a wine-glass penetration 
profile. The Argoshield line of shielding 
gases includes the Argoshield 1, Argoshield 
2 and Argoshield 5 shielding gas mixtures. 



Argoshield Argon/Oxygen Shielding Gases 

Argoshield 1 Shielding Gas: 
Designed for Welding Thin Stainless Steel 

The 1% addition is used primarily for spray transfer 
welding on stainless steel. This small addition of oxygen 
improves arc stability, increases the metal droplet rate and 

·helps flatten the bead appearance. Argoshield 1 shielding 
gas is typically used for thicknesses of 1/s-in. and under. 

Argoshield 2 Shielding Gas: Minimizes Undercutting 
This mixture is used for spray transfer on carbon steel, 

low alloy steel and stainless steel. The 2% addition of oxy
gen increases the metal droplet rate and improves wetting 
by increasing the temperature of the molten metal. At 
this argon/oxygen percentage, however, the bead appear
ance gets darker and more oxidized on stainless steels. 

Argoshield 5 Shielding Gas: 
Increases Mild-Steel Welding Speed 

The 5% mixture is used mainly for spray transfer MIG 
welding mild steel. The hotter arc produced by this blend 
is very fluid, which improves sidewall fusion and allows 
higher travel speed. These welds have a black, oxidized 
appearance. The higher oxidation potential can result in 
changes in weld tensile strength and toughness. 

Delivered To Meet Your Needs 
Airco Gases can supply Argoshield Argon/Oxygen 

shielding gas mixtures to your site to suit your needs. 
Normal delivery is in high-pressure cylinders. However, 
for customers whose gas consumption is large enough, 

we can also install a cylinder manifold and gas piping sys
tem, or manifolded cylinder cradles. For larger gas users, 
liquid containers and bulk tanks are available. The gases 
are accurately blended using special mixing panels to give 
a final mixture of the correct proportions. 

Airco Welding Expertise Can Optimize Your Process 
With more than 650 locations nationwide, Airco's 

supplier network, which consists ofboth independent 
distributor and Airco-owned stores, is the largest in the 
U.S. An Airco team will review your operations and work 
with you to reduce your total costs by optimizing your 
weld process. 

For more information on how Airco can help you with 
your welding process, contact your local authorized Airco 
distributor, or call Airco's Shielding Gas product manager 
at (908) 771-1094. 
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• Material- Stainless steel, mild steel 

• Thickness - 20 gauge and up 

• Transfer Modes - Spray 

• Profile and Penetration- Slightly flatter bead 
with a wine-glass penetration 
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MATERIAL THICKNESS (in.) 1/16 1/8 3/16 5/16 

TRANSFER MODE Spray Spray Spray Spray 

WIRE DIAMETER (in.) .030 .030 i .035 .045 

WIRE FEED SPEED (ipm) 250-275 310-350 350-410 240-350 
. 

VOLTAGE (V) 23-24 24-25 26-28 27-29 

CURRENT(A) 100-110 140-150 
I 

180-210 230-250 i 


