
TUNGSTEN  ELECTRODE  PREPARATION

Proper  electrode  tapering  is  imperative  for  optimum  arc  stability  and  welding 
performance. The arc end of the electrode is to be ground to a cone, and it is essential 
to have a smooth concentric shape. Cone length should be two or three times that of the 
electrode diameter, after grinding, a special fine-grit abrasive wheel should be used for 
finishing.  Ground  grooves  will  adversely affect  are  stability,  especially in  the  low 
current range, and will  reduce life altogether. For grinding, the electrode should be 
clamped in a drill chuck.
Grinding on a diamond wheel is preferred over silicon carbide and aluminum oxide 
wheels.

  Rough-point tungsten electrodes on an 80-grit wheel; finish on a 120-grit wheel.
Suppliers can recommend the best wheel in structure and hardness for pointing. In
general, a wheel with an open structure is best because it picks up fewer contaminants
and runs cooler.

Right—lengthwise grind marks don't
restrict current. Finish pointing on
a120-gritwheel.

Wrong—crosswise grind marks restrict
welding current, cause arc wander,
chance inclusion* in weld.


