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Tnspection Depariment of

Owvelopment, manutacture. s sales of Atiaasic China Welding Conamebles. Ine ! With a sixty years experience, ATLANTIC CHINA WELDING CONSUMABLES, INC. grew out of CHINA WELDING ELECTRODE

wekfing electrodes. fuoes and wires

T PLANT, which is the first welding consumable manufactory in China and nowadays it has become a public listed incorporation in
e el Dty oo i o Shanghai Stock Exchange as well as the leading one in China. The famous trademark "ATLANTIC" was registered in 1950 and it is
e S i of it o o s awarded the "Well-known Trademarks in China". The head-office of ATLANTIC is located in Zigong which covers an area of 99,900
o o o i B e st i et square meters and it has 7 sub-factories in China. The output of ATLANTIC products was more than 350,000 metric tons in 2008. The
e AR b i a0 S "ATLANTIC" welding consumables are over 400 types, which divided into welding rods, welding wires and automatic welding fluxes
i S three categories. The products include mild steel rods, cellulose rods, high toughness steel rods, low alloy steel rods, hardfacing rods,
W g x} stainless steel rods, low temperature steel rods, Mo and Cr-Mo heat resistant steel rods, cast iron rods, Ni and Ni alloy rods; wires suitable

for MAG, MIG, TIG, SAW, FCW and MCW (Metal Alloy Powder Cored Wire) welding; fluxes are classified into fused, sintered

— B e STl (agglomerated) and bonded types for submerged arc welding (SAW) and electroslag welding (ESW). A new producing base of
The Certificate of ISO 9001 Quality ATLANTIC is being constructed, which covers a land of 136,300 square meters and when it is accomplished the output of ATLANTIC
Management System of ATLANTIC . products will be over 400,000 metric tons per year.

The Laboratory Accreditation Certificate
of ISO 17025 of ATLANTIC

, The "ATLANTIC" welding consumables have excellent quality and have been enjoyed a high reputation. They are widely used in power

station boilers, pressure vessels, nuclear and space industries, bridges, ships, vehicles, petrolenm and chemical industries, hydropower and
thermal-power plants, metallurgical industries, skyscrapers, heavy machinery and offshore drilling platforms etc. at home and abroad.
Such as world known projects: Three Gorges Dam Project on Yangtse River and Xiaolangdi Key Water Control Project on Yellow River,
Qinshan, Tianwan and Lingao (Daya Bay) Nuclear Power Stations, the 4,000km long West-to-East Gas Transmission Pipe Line, the
jumbo oil tanks of the National Strategic Petroleum Reserves in China and the Hangzhou Bay Bridge, it is the longest marine span bridge
in the world and so on. Also the amazing architectural complex in Beijing: the main gymnasiums for Beijing Olympic Game 2008, The
National Centre for the Performing Arts, the 3T Terminal Building of Beijing International Airport, the new mansion of CCTV. The main
products of "TATLANTIC" are approved by the China Classification Society (CCS), Lloyd's Register of Shipping (LR), American Burean
of Shipping (ABS), Bureau Veritas (BV), Germanischer Lloyd (GL), Det Norske Veritas (DNV), Nippon Kaiji Kyokai (NK), PT. Biro
Klasifikasi Indonesia (BKI), Korean Register of Shipping (KR), Technischer Uberwachun.gs-Verem (TUV) Deutsche Bahn AG (DB),
Canadian Welding Bureau (CWB) as well as CE (Conformite Europeenne). Lloyd's Register Quality Assurance (LRQA) approves the
ISO 9001 Quality Management System of ATLANTIC CHINA WELDING CONSUMABLES, INC. and The Inspection Department of

g - ATLANTIC is the only one achieves ISO 17025 "Laboratory Accreditation Certificate” in the industry of China.
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ACHIEVEMENTS (F  ATLANTIC"

Atomic Energy of Canada Limited is the general contractor
of Candu Project of Qinshan Nuclear Power Station

The Tianwan Nuclear Power Station in Jangsn, China
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The Lingao (Daya Bay)‘ ¥ The National Centre for the Performing Arts,
Nuclear Power Station, near Hong Kong. C e which beside the Tiananmen Square, Beijing
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The Hangzhou Bay Bridge, it is the longest marine span bridge in the world.
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A 52,500wt oil tanker manufactired by
Guangzhoun Shipyard International Co., Ltd.

Serials of "ACCORD" saloon cars made by Guangzhou
Honda Automotive Co., Ltd.




[HE EXCELLENT PRODICTION & INSPECTION' ECHIPMENTS

Allatezmodel|SPBECTROLAB spe‘;-;r ymeter; i
made by SPECTRO Analytical Instruments
Gmbh & Co. KG, Germany.

The TC500C Nitrogen & Oxygen Determinator made
by LECO Corporation, USA.
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Production lines for submerged arc welding (SAW) wire. | R—
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The high speed, unn—intm‘rup't_,high effic cv wire
drawing lines are designed by ATLANTIC,which
can draw the wire from diameter 6.5mm to 1.0mm
in one time.

‘The high|speed, non-interrupt drawing and cutting machines
for core wires of welding rods

AWS A5.1 E6013

BSENISO 2560-B-E4313A
CSAWAS-01 E4313

JNSI3211 DA313

GB/T 5117 E4313

2= The Most Popular Welding Rod for Mild Steel

CHEA40 is the most popular mild steel welding rod with high titania

type coating, It is able to provide excellent welding performance

and satisfactory weld can be obtained in all position welding. It is widely used in ordinary tensile strength mild steel structures especially suitable
for intermittent welding to sheet steel and small work pieces as well as cosmetic welding with smooth and shiny appearance.

Chemical Composition of Deposited Metal (%)

e Mn Si S P Ni Cr Mo v
Standard =0.20 =1.20 =1.00 =0.035 =0.040 =0.30 =0.20 =0.30 =0.08
Typical 0.070 0.41 0.26 0.021 0.023 0.018 0.027 0.002 0.001
Mechanical Properties of Deposited Metal (AW)
Yield Point Tensile Strength Elongation Impact Value (J)
Rer (MPa) Rm (MPa) Ad (% 20°C 0C
Standard =306 400-560 =22 ol =47
Typical 395 480 29 110 80
Sizes, Pieces & Recommended Current (AC or DC)
Size (mm) 2.5X300 2.5X350 3.2X350 4.0X400 4.0X450 5.0X400 5.0X450
Pieces (5kg) ~303 ~258 ~157 ~90 ~80 ~59 ~52
F 60-90 60-90 80-130 150-190 150-190 180-250 180-250
Current (A) .
V,O0H 50-80 50-80 80-110 130-170 130-170 — —
Approvals CCS LR ABS BV GL DNV BKI NK CWB
Grade 2 2N 2 2 2 2z 2 KMW2 E4313

&= Mild Steel Welding Rod for Vertical-down Welding

AWSA5.1 E6013

BSENISO 2560-B-E4A319A
CSAWAB-01 EA313
NS 13211 DA313
CSA E4313

CHE421D is a high titania (rutile) potassium type welding rod with cellulose in coating. Both all position welding and vertical-down welding
could be performed. It is suitable for mild steel structures of small work pieces, sheet and hull of vehicles etc.

Chemical Composition of Deposited Metal (%)

i Mn Si S P Ni Cr Mo v
Standard =0.20 <120 =<1.00 =0.035 =0.040 =0.30 =0.20 =0.30 =0.08
Typical 0.068 0.39 0.28 0.017 0.023 0.02 0.027 0.003 0.02
Mechanical Properties of Deposited Metal (AW)
Yield Point Tensile Strength Elongation Impact Value (1)
ReL (MPa) Rm (MPa) A4 (%) 0C
Standard =330 =430 =17 =
Typical 420 500 27 70
Sizes, Pieces & Recommended Current (AC or DC)
‘Size (mm) 2.5X350 3.2X350 4.0X400 5.0 400
FH 60-100 80-150 160-200 180-250
Current (A
i OH, VD 60-90 80-110 150-170 =
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BSENISO 2560-B-E4314A
IS 13211D4324
GB/T 5117 E4324

Simillarto AWS EG024

Vertical-down Welding Rod for Mild Steel

AWS R5.1 E6OT

BSENISO 2560-B-E4311A
CSAWAS-01 EA3T

JIS 13211 D431

GB/T 5117 E4311

CHE421Fel8 is an iron powder titania type welding rod with180% nominal welding efficiency. It is suitable for flat or horizontal fillet welding

mild steel structures fabricated of medium and thick plate, e.g. ship structures, H-beams and so on.

Chemical Composition of Deposited Metal (%)

! Mn Si S Iy
Standard =0.12 <1.25 =0.90 =0.035 =0.040
Typical 0.063 0.56 0.45 0.015 0.024
Mechanical Properties of Deposited Metal (AW)
Yield Point Tensile Strength Elongation Impact Value (J)
Ren (MPa) Rm (MPa) Ad (%) 0C
Standard =306 400-560 =22 =47
Typical 405 485 31 87
Sizes, Pieces & Recommended Current (AC or DC)
Size (mm) 3.2X400 4.0X450 5.0X450
Pieces (5kg) ~73 ~=49 ~32
Current(A) F,HF 120-150 160-200 220250
Approvals CCS LR ABS BV GL DNV NK
Grade 2 2N 2 2 i 2 KMW2

AWS AS5.1E6019

BSENISO 2560-B-E4319A
JISI3211 DA3O1
GB/T 5117 E4301

CHEA425 is a high cellulose potassium type welding rod for mild steel. It is suitable for vertical-down welding and lap welding for sheet structures.
Such as smoke pipes, wind pipes, oil tanks of transformer, outside cover of vehicles, etc. It is not good for wide weave when welding and it is not

suitable for multi-layer or face welding.

Chemical Composition of Deposited Metal (%)

C Mn Si S P Ni Cr Mo v
Standard <0.20 <120 <1.00 <.035 <.040 <0.30 <0.20 <0.30 <0.08
Typical 0.096 0.67 0.20 0.024 0.024 0.008 0.041 0.001 0.012
Mechanical Properties of Deposited Metal (AW)
Yield Point Tensile Strength Elongation Impact Value (7)
ReL (MPa) Rm (MPa) A4 (%) -30C
Standard =330 =430 =22 =27
Typical 405 500 30 75
Sizes, Pieces & Recommended Current (AC or DC)
Size (mm) 2.5%300 3.2X350 4.0%350 5.0%350
Pieces (5kg) ~328 ~185 ~120 ~76
Current (A) OH,VD 30-50 70-100 90-140 150-200

Vertical-down Welding Rod for Mild Steel

AWS R5.1 EGO10
BSENISO 2560-B-E4310A
CSAWAS-01 E4310
GB/T 5117 E4A310

CHE43 is an iron oxide titania (ilmenite) potassium type welding rod for mild steel. All position welding could be performed especially for flat

and horizontal fillet, It is suitable for medium and thick armor plate structures. Such as ships, bridges, machinery and buildings, etc.

Chemical Composition of Deposited Metal (%)

CHE425G is a high cellulose sodium type welding rod. It shows a very good performance in welding of all positions, vertical down and overhead.
The rod forms on double sides by one side welding. It is suitable for welding root passes, hot passes, filler and cover passes as well as for capping
of general pipes and similar structures. Keeping the rods in dry condition and the rods do not need to re-bake before welding. In welding small
current is recommended and swaying breadth should be less than 2.5 times of diameter of the steel core of rod.

Chemical Composition of Deposited Metal (%)

C Mn Si S P Ni Cr Mo A
Standard =0.20 =1.20 <1.00 =0.035 =0.040 =0.30 =0.20 =0.30 =(.08
Typical 0.094 0.51 027 0.018 0.028 0.052 0.054 0.004 0.012
Mechanical Properties of Deposited Metal (AW)
Yield Point Tensile Strength Elongation Impact Value (T)
ReH (MPa) Rm (MPa) Ad (%) -20°C
Standard =306 400-560 =2 >47 (Average)
Typical 385 480 29 59
Sizes, Pieces & Recommended Current (AC or DC)
Size (mm) 2.5X350 3.2X350 4.0X400 4.0X450 5.0X400 5.0 x 450
Pieces (5kg) =240 ~153 ~=88 ~=T8 ~=57 ~=51
Current (A) FH 40-70 100-130 150-200 150-200 190-240 190-240
Approvals CcCcs LR ABS BV GL DNV NK
Grade 2 2N 2 2 2 2 KMW2

) Mn Si S P Ni Cr Mo v
Standard =0.20 =<1.20 =<1.00 =0.035 =0.040 =0.30 =0.20 =0.30 =0.08
Typical 0.091 0.55 0.17 0.010 0.011 0.011 0.022 0.001 0.03
Mechanical Properties of Deposited Metal (AW)
Yield Point Tensile Strength Elongation Impact Value (J)
ReL (MPa) Rm (MPa) A4 (%) -30C
Standard =330 =430 =22 =27
Typical 400 500 29 80
Sizes, Pieces & Recommended Current (DC")
Size (mm) 2.5%X300 32X350 4.0X350 5.0X350
Pieces (5kg) ~355 ~192 ~124 ~78
-F. H 60-90 70-110 110-150 150-200
Current (A)
OH, VD 50-80 60-100 100-140 140-180




AWS AS.4 E3081-16
IS0 3581-A-E (1990 R32
IS0 3581-B-ES308L-16

EN 1600 E199LR32
CSA W48-01 E3081-16
JIS 13221 D308L-16

AWS A5.4 E3161-16
EN 1600E191231LR32
180 3581-A-E (19123L) R32
150 3581-B-ES3161-16

CAS W48-01 E3161-16

) JIS 13221 D316L-16
= Welding Rod for Extra-low Carbon Stainless Steel ¢/ 933 r3161-18

e Welding Rod for Extra-low Carbon Stainless Steel ¢s/7 983 F3031-18

CHS002 is a lime titanium type welding rod for extra-low carbon stainless steels. The weld metal shows very good resistance to inter-crystal
corrosion for the carbon content in it is 4&04%.A]lposiﬁonsweldhgmgmwwngdemmwmhnmmmrmmw(&g.
304L). Also welding of 0Cr18Nil0Ti stainless steel structures, which working conditions need to be resistance corrosion and working

mmhmmﬁ.mmmmmudmmmmrm,m&chenﬂealhdusiryandsoon.l!etmweldhg,

the weld metal musi be clear away impurities, such as oil, rust, moisture etc., and the rod should be baked at the temperature from 300°C to
350°C for 1 hour. Small current and short arc are recommended in welding and swaying broad less than 2.5 times of diameter of the core rod is
better.

Chemical Composition of Deposited Metal (%)

c Mn Si Cr Ni Cu Mo S P

Standard <004 050250 <090 180210 9.0-1.0 <075 <075 <0030 <0040

“Typical 0.029 0.86 0.63 19.80 9.60 0.10 0.078 0.012 0.024
Mechanical Properties of Deposited Metal

Tensile Strength Elongation
Rm(MPa) Ad (%)

Standard =520 =35

— = P
Sizes, Pieces & Recommended Current (ACorDC")

Size (mm) 2.0x300 2.5x300 3.2x350 4.0x400 5.0x400
Pieces (2kg) ~172 ~110 ~57 ~33 ~22
- F 30-50 60-85 85-120 115-160 160-200

o V,0H 30-50 50-70 75-105 95-130 —

Approvals CWB

Grade CAS W48 E308L-16

AWS AS.A E308-16
EN 1600 E199R32
150 3581-A-E(199)R32
IS0 3581-B-E5308-16
CSA WA8-01 E308-16

JIS 23221 D3038-16
Welding Rod for General Stainless Steel GB/T 983 E308-16

CHS022 is a lime titanium type welding rod for extra-low carbon stainless steels. The weld metal shows very good resistance of heat, corrosion
and cracking due to the carbon content in it is < 0.04%. It is mainly used in equipments of synthetic fibre, fertilizer, petroleum & chemical
industry and so on. Dissimilar steel welding could be operated. Before welding, the weld metal must be clear away impurities, such as oil, rust,
moisture etc., and the rod should be baked at the temperature from 300°C to 350°C for 1 hour. Small current and short arc are recommended in
welding and swaying broad less than 2.5 times of diameter of the core rod is better.

Chemical Composition of Deposited Metal (%)

C Mn Si Cr Ni Mo Cu S B
stmdml =<0.04  0.50-2.50 =0.90 17.0-20.0 11.0-14.0  2.0-3.0 =<0.75 <0.030 =0.040
‘Typical 0.030 0.85 0.62 19.0 11.86 2.50 0.16 0.012 0.028

Mechanical Properties of Deposited Metal
Tensile Strength Elongation
Rm(MPa) A4 (%)
Standard =490 =30
Typical 575 44
Sizes, Pieces & Recommended Current (ACorDC")
Size (mm) 2.0x300 2.5%300 3.2x350 4.0x400 5.0x400
Pmu(ﬂ_‘;) =171 =109 ~57 ~33 ~22
. F 30-50 60-85 85-120 115-160 160-200
@ V,0H 30-50 50-70 75-105 95-130 —_
Grade CAS W48 E316L-16

AWS AS.4 E312-16
EN 1600E299R32
150 3581-A-E(299)R32

150 3581-B-ES312-16
CSA W48-01 E312-16

IS 13221 D312-16
Duplex Stainless Steel Welding Rod GB/T 983 E312-16

CHS102 is a lime titanium type welding rod for general stainless steels with all positions welding. Widely be used for welding of 06Cr18Ni9 (e.g.
301, 302, 304, 308) and Cr18Ni9Ti stainless steel structures, which working temperature is below 300°C. Before welding the rod should be
baked at the temperature from 300°C to 350°C for 1 hour. Small current and short arc are recommended in welding and swaying broad less than
2.5 times of diameter of the core rod is better.

Chemical Composition of Deposited Metal (%)

(& Mn Si Cr Ni Cu Mo S P
Standard <0.08 0.50-2.50 <090 18.0-21.0 9.0-11.0  <0.75 <0.75 <0.030  <0.040
Typical 0.048 0.86 0.66 19.88 9.70 0.23 0.14 0.012 0.028

Mechanical Properties of Deposited Metal

Tensile Strength Elongation
Rm(MPa) A4 (%)
Standard =550 =35
Typical 595 44
Sizes, Pieces & Recommended Current (ACorDC)
‘Size (mm) 2.0x300 2.5x300 3.2x350 4.0x400 5.0x400
Pieces (2kg) ~172 ~110 ~57 ~33 ~22
F 30-50 60-85 85-120 115-160 160-200
V,.0H 30-50 50-70 75-105 95-130 —

CHS29.9 is a lime titanium type duplex stainless steel welding rod. It deposits a ferritic-austenitic duplex weld metal with around 40% ferrite so
it has excellent crack resistance. It is suitable for welding Cr29Ni9 cast steels, high carbon steels, tool steels, problem steels, as well as dissimilar
metals. Before welding, the weld metal must be clear away impurities, such as oil, rust, moisture etc., and the electrode should be baked at the
temperature from 300°C to 350°C for 1 hour before welding.

Chemical Composition of Deposited Metal (%)

c Mn Si Cr Ni Mo Cu S P
Standard <0.15 0525 <090 28.0-32.0 8.0-10.5 <0.75 <0.75  <0.030  <0.040
Typical 0.085 111 0.78 29.39 9.97 0.16 0.20 0.011 0.028

Mechanical Properties of Deposited Metal

Tensile Strength Elongation
Rm(MPa) A4 (%)
Standard =660 =22
Typical 785 26

Sizes, Pieces & Recommended Current (ACorDC")

Size (mm) 2.0x300 2.5x300 3.2x350 4.0x400 5.0x400
N F 30-50 50-85 80-120 130-160 160-200
Coment () V,0H 30-50 50-70 75-105 100-140 —




AWS RA5.1 E7016

BSEN IS0 2560-B-EA916-1A
CSA WAB-01 EA916HS
JIS 13212 D5016

GB/T 5117 EG016

AWS RAS.5 ES018-B3
IS0 3580-B-E6218-2C1M
EN 1599-ECriMoe2B

GB/T 5118 EGO13-B3

o Low Hydrogen Welding Rod for High Tensile Steel

CHES6 is a low hydrogen potassium type welding rod. The deposited metal shows a satisfactory plasticity, impact toughness and crack resistance.
It is widely for fabricating structures made of 550MPa tensile strength mild steels and low alloy steels, such as ships, boilers, high press vessels,
bridges, sky-scrapers, and so on. The groove of base metal should be cleared impurities away and the rod must be baked at a temperature to
350°C then be held 1-2 hours before welding.

Chemical Composition of Deposited Metal (%)

C Mn* Si S P Cr* Ni* Mo* R
Standard =0.15 <1.60 <0.75 <0.035 =<0.035 =<0.20 =<0.30 =0.30 <0.08
Typical 0.070 1.12 0.54 0.007 0.018 0.04 0.02 0.011 0.01

The total amount of elements with * one should be<<1.75%
Mechanical Properties of Deposited Metal (AW)

Yield Point Tensile Strength Elongation Ipact Value ()

ReH (MPa) Rm (MPa) Ad (%) 20°C -30C 45T
Standard =375 490-660 222 =47 =27 =27
Typical 450 550 30 185 150 120

The content of diffusion hydrogen of deposited metal <<5ml/100g (ISO 3960) and a typical one is 2.2ml/100g
Sizes, Pieces & Recommended Current (DC’ or AC=70V)

Size (mm) 2.5X300 3.2X350 4.0X400 5.0X400
Pieces (5kg) ~298 ~160 ~90 ~59
7 70-110 100-140 150-180 180-230
Current (A) na
V,0H 50-80 80-110 130-170 =
Approvals s LR ABS BV GL DNV BKI NK
Grade 3YHI0 3,3YH15 3y 3YHH 3YH10 3YHI0 3YHI0  KMW53H10

AWS R5.1 ET018-1/ET018

BSEN IS0 2560-B-E4918-1A
GB/T 5117 ES018-1/E5018
CSA W48-01 E4918-1H8

CHH408 is potassium low hydrogen iron powder type, low alloy welding rods. With a trait of resistance of high temperature and oxidation, it is
suitable for fabricating equipments of chemical and petroleum industries as well as high temperature, high press pipes, which made by Cr2.5Mo
low alloy steel that working temperature lower than 550°C, e.g. Catalytic cracker. All position welding is obtained and short arc is recommended.
It is should be backed at a temperature of 350°C-380°C for 1 hour before welding. The welded piece should be preheated to 300°C before welding
and it is must be tempered at 660°C-690°C for 1 hour after welding.

Chemical Composition of Deposited Metal (%)

C Mn Si S P Cr Mo
Standard 0.05-0.12 <0.90 <0.80 =<0.03 =<0.03 2.00-2.50 0.90-1.20
Typical 0.08 0.75 0.24 0.010 0.012 2.34 1.14

Mechanical Properties of Deposited Metal (PWHT: 690 Cx1h)

Yield Point Tensile Strength Elongation Impact Value ()

ReL(MPa) Rm(MPa) Ad (%) 25C
Standard =530 =620 =17 —_
Typical 580 680 20 180

X—mydefecwscopy I
Moisture contained in coating flux: <0.15%

Sizes, Pieces & Recommended Current (ACorDC")

Size (mm) 2.5%300 3.2x350 4.0x400 5.0x400
Pieces (5kg) ~299 ~160 ~88 ~57
Current (A) 60-90 90-120 140-180 170-210

AWS R5.5 E9015-BY
IS0 3580-B-E6215-9C1MV
EN 1599-ECrMo91B

IS 13212 D5016
High Toughness Welding Rod for High Tensile Sl“lJ
CHES58-1 is tstan electrode covered with extra hydrogen iusil
“ﬂ an el Wm n emﬁencylsabontllo%duemhonpowdel;'o M“mmﬁ% .
-resistance. It is wide? used in important o?mj sl;iﬁls, buﬂﬂawed
brﬂmm«a mg %:em and so on. The groove of base metal should be @ aw%
thenbehekllhou:l bebakedatatgl;pmturemm held 1-2 hours before welding, 2.5mm or less one should be done by 350
Chemical Composition of Deposited Metal (%)
C Mn* Si S P G Ni* Mo* A
Standard =<0.15 <1.60 <0.75 =<0.035 <0.040 =0.20 =0.30 =0.30 <0.08
Typical 0.068 1.36 0.51 0.010 0.016 0.047 0.022 0.010 0.014

The total amount of elements with*one should be<1.75%
Mechanical Properties of Deposited Metal (AW)

Yield Point Tensile Strength Elongation Value

ReH (MPa) Rm (MPa) A4 (%) 20C -29C -45°C
Standard =375 490-660 =22 =47 =27 =27
Typical 440 540 30 170 150 130

The content of diffusion hydrogen of deposited metal<5ml/100g (ISO 3690) and a typical one is 2.6ml/100g
Sizes, Pieces & Recommended Current (DC" or AC=70V)

Size (mm) 25X300 _ 25X350 _ 32X350 __ 32X450 __ 40X400 __ 40X450 __ 50X400 __ 5.0X450
Pieces (5kg) ~290 ~248 ~145 ~114 ~8 ~75 ~51 ~45
_ FH 70100 70100 100-140 __ 100-140 __ 140-170 __ 140-170 190240 ___190-240
Cumrent(A) —5 0B 60-70 60-70 80-110 80110 __ 130-150___ 130-150 — -
Approvals ocs IR ABS BV GL DN __ BK KR CWB
Grade 3YHS _ 33YHIS _ 3YH5 _ 3YHHH _ 3YHI0 _ 3YH5 _ 3YHIO _ 3YHIO _E49IS-1HS

CHH717 is a sodium low hydrogen martensite heat resisting low alloy welding rods. It is suitable for fabricating supercritical steam turbines and
boilers as well as its pipes, which made by martensite heat resisting low alloy steels of ZG1Cr10MoVNDN or T91/P91. Both preheating
temperature and interpass temperature should be 232°C-288°C and the weld zone must be tempered at 730°C-760°C for 6 hours after welding.

Chemical Composition of Deposited Metal (%)

C Mn Si ) P Cr Ni Mo Cu Al N Nb Vi
Standard 0.08-0.13 <120 <030 =<0.01 =<0.01 8.0-10.5 <0.8 0.85-1.20 <025 <0.04 0.02-0.070.02-0.100.15-0.30
Typical 0094 075 022 0004 0009 932 0.66 103 0020 0.005 0.03 0.053 0208

Mechanical Properties of Deposited Metal (PWHT: 760°Cx6h)

Yield Point Tensile Strength Elongation Impact Value (J)

ReL(MPa) Rm(MPa) A4 (%) 25T
Standard =530 =620 >17 -
Typical 630 740 21 80

X-ray defectoscopy: [
Moisture contained in coating flux: <0.15%

Sizes, Pieces & Recommended Current (DC")

Size (mm) 2.5%300 3.2x350 4.0x400 5.0x400
Pieces (Skg) ~299 ~160 ~83 ~57
Current (A) 70-90 80-110 140-160 160-200




AWS RS5.15 ENI-CI
IS0 10T1-EC
JIS 13252 DFCNI
GB/T 10044 EINI-1

AWS A5.13 EFeMn-B
GB/T 584 EDMn-B-16

current is recommended, meanwhile, hammering the welded seam to dispel stress around the welding region and to avoid crack.

Chemical Composition of Deposited Metal (%)

Sizes, Pieces & Recommended Current (ACorDC)

AWS A5.15 ENiFe-CI
150 1071-E G NiFe-CI-A
JIS 13252 DFCNIFe

GB/T10044 EINiFe-1

Nickel-Ferro Welding Rod for Castiron

“: Hardfacing Welding Rod

CHR266 is a potassium low hydrogen type hardfacing welding rod. The deposited metal shows a satisfactory capability of crack-resistance and
abrasion-resistance due to it contents a few Mo. Hammering the welded metal when it is hot to avoid temdency of cracking when welding. It is
suitable for hardfacing abraded parts of crusher machines, excavators, bulldozers, switches of railway, etc. The welding rods should be backed at
a temperature around 250°C for 1 hour before welding.

Chemical Composition & Hardness of Deposited Metal (%)

C Mn Si Mo Others Fe HB
0.5-1.0 12.0-16.0 <130 0.5-1.5 =<1.00 Remain =170
0.80 13.0 0.51 1.30 0.79 83.60 199

Sizes, Pieces & Recommended Current (AC or DC")

2.5 X300 3.2X350 4.0X400 5.0X400
~248 ~143 ~=82 ~=54
60-90 70-90 100-140 150-180

AWS A5.18 ET0C-6M
BSENISO 17632 TA23MM3HS

Metal Alloy Powder Cored Wire

CHC408 is a graphitic type coating with Nickel/Ferro core welding rod and it is machinable one. The rod is suitable for repairing or surfacing
cracked and wom parts made of gray iron or nodular iron, as well as joining cast iron with dissimilar metals, Lower current is recommended to
obtain better welding operation, Before welding the rod should be baked 1 hour at a temperature around 150°C.

Chemical Composition of Deposited Metal (%)

Sizes, Pieces & Recommended Current (ACorDC")

CHT70C6 is a metal powder cored wire matching mixed gas in welding, The welding performance is excellent: stable arc, small spatter, very few
slag, good appearance of weld, high deposition efficiency and the deposition rate is near 40% higher than solid wire. It is widely used for single
pass or multiple pass welding structures fabricated by 490MPa tensile strength mild steels or low alloy steels such as automobile, ships, pipes,

machinery and so on.
Chemical Composition of Deposited Metal (%)

ENDED PRODUCTS




AWS R5.20 ETTT-10
BSENISO 17632 T422PC1H10

vou Y 1IS 13313 YFW-CS0DR
s CSh W48-01 EAS1T-1-H8
' : GB 10045 ES01T-1

" e
é.‘ ~ | AWS A5.23M F55A3/EAL-A2

e 5% el T BS EN 756-S 46 3 FB $3Mo
IS0 14171-A-S 46 3FB S3Mo

el -
- "
- e "’“ 180 14171-B-S55A 3 FB SU3M3
NE =TI Flux/Wire Combination for Submerged Arc Welding

CHT711 is a rutile type flux cored wire applicable for all-position welding with CO2 gas shielding. It shows excellent welding performance and
higher efficiency in welding. Vertical down welding could be processed. It is widely used in structures fabricated by mild steels and 490MPa

grade tensile strength steels, such as ships, pressure vessels, machinery, bridges and so on.

Chemical Composition of Deposited Metal (%)

c Mn Si S P
<0.12 <175 <090 <0.03 <0.03
0.055 135 0.40 0.009 0.018
Mechanical Properties of Deposited Metal
Yield Point Tensile Strength Elongation Impact Value (7) Shield Gas
Resi (MPa) Rm (MPa) A4 (%) 0°C 20°C
=390 490-670 =22 =47 =27 co,
440 535 32 87 110
Recommended Current Range (DC")
12 14 1.6
120-300 150-380 180-430
120-260 150-320 180-380
120-280 150-270 180-280
120-280 150-320 180-330
200-280 220-300 250-300

CCS LR ABS GL BV DNV NK BKI CWB
3YSMHI0 et AENRS, svEnos sasymmio mymsmio SSWRHOBIO svmies  peorrims

AWS AS5.20 ET0T-5M
BSENISO 17632 TA23BM3HS

GB 10045 E500T-5M
Flux Cored Wire for Mild Steel

CHT70BM is one of basic type flux cored wire with mixture gas shielding and it is applicable for flat or horizontal filler of higher tensile, better
crack resisting mild steel structures fabricated by 490MPa grade tensile strength steels, such as pressure vessels, machinery, bridges, H-beam
and so on. Also it could be vertical up welding on which angle below 45° .,

Chemical Composition of Deposited Metal (%)

Y « —

C Mn Si S P
<0.12 <175 <0.90 <0.03 <0.03
0.07 1.46 0.50 0.013 0.018

Mechanical Properties of Deposited Metal

Yield Point Tensile Strength Elongation Tmpact Value (7) oy
ReH (MPa) Rm (MPs) A4(%) -30C
=390 490-670 >22 >27 75-80%Ar +
450 550 28 150 balance CO,

Recommended Current Range (DC")

1.2 14 1.6
120-320 150-380 180-430
120-320 150-380 180-430
120-280 150-270 180-280

CHF101GX/CHW-S9 flux/wire combination has excellence welding performance. The weld metal shows a fine appearance and the deposited
metal has a satisfactory low temperature toughness and high crack resistance. Both AC and DC can be applied, when DC, the wire should be
contacted straight polarity. It is used to weld 550MPa-700MPa tensile strength steel structures, especially for spiral or longitudinal welded huge
diameter pipe made by X65 & X70 steels. It could be four wires welding at same time and the welding speed is 1.70m-2.00m per minute. Before
welding, the base metal must clear away impurities and the flux must be baked in a temperature of 300°C-350°C for 1-2 hours.

Chemical Composition (%)

& Mn Si S P Mo Cu
Wire CHW-89 Standad  0.05-0.17 1.20-1.70 <0.20 <0.025 <0.025 0.45-0.65 0.35
(AWSA5.23 BAd) Typical 0.073 1.28 0.122 0.004 0.009 0.571 0.19
Deposited Metal Typical 0.07 1.16 0.47 0.010 0.012 0.35 0.15
Mechanical Properties of Deposited Metal
Yield Point Tensile Strength Elongation Impact Value (J)
ReL(MPa) Rm(MPa) A4 (%) -30C
Standard =470 550-750 =20 >27
Typieal 540 630 24 80

Mechanical Properties of Deposited Metal of Welded Joint
(Base metal is X70 plate, Typical)

Tensile Strength Impact Value(J) Cut Acreage Hardness(Hv)
) -20C (SA, %) Weld Metal HAZ
630 140 80 250 240

AWS RA5.17 FIRA/EM12K
BSEN 756-S 38 A FB $281
1S0 14171-A-S 38 A FB 8281
IS0 14111-A-S 38 4 FB $281

L/

i‘ Flux/Wire Combination for Submerged Arc Welding

CHF101/CHW-S12 flux/wire combination has good performance in welding. The weld metal shows a fine appearance and the deposited metal
has a satisfactory low temperature toughness and high crack resistance. Both AC and DC can be applied, when DC, the wire should be contacted
straight polarity. It is suitable to weld 450MPa-500MPa tensile strength structures, such as boilers, ships, bridges, pressure vessels, as well as
LPG cylinders. Before welding, the base metal must clear away impurities and the flux must be baked in a temperature of 300°C-350°C for 1-2
hours.

Chemical Composition (%)

c Mn Si s P Cr Ni Cu
CHw.si2 Standard 0.05-0.15  0.80-1.25  0.10-0.35 _ <0.030 __ <0.030 - - <0.35
(EMI2K)  Typical _ 0.080 1.06 0.22 0.014 0.016 0.025 0.026 0.010
DepositedMetal _Typical _ 0.056 1.30 0.30 0.010 0.020 0.020 0.010 0.050

Mechanical Properties of Deposited Metal

Yield Point Tensile Strength Elongation Impact Value (J)
Ren(MPa) Rm(MPa) A4 (%) -20C -40°C
Standard =400 480-660 =22 >34 =27
Typical 420 510 31 145 110
Approvals LR ABS GL BV DNV NK
Grade 3M, 3YM 3YM 3YM A3YM IMYM KAWS53M




AWS RS5.18 ER70S-1
BSENISO 14341-A-GA21C GASI1

v BSENISO 14341-B-G49AZ€C 67
5 _ GB/T 8110 ER49-1

Solid Wire for MAG/MIG Welding

AWS A5.18 ERT0S-6
BSENISO 14341-A-G 423 CR3SI
BSENISO 14341-B-G49A2C 66

5 CSAWAS-01 ERAOS-6
% NS 13312 YGW12
GB/T 8110 ER50-6

Solid Wire for MAG/MIG Welding

CHW-50C is a coppered low alloy steel wire with all position welding. The wire has a very good performance and has a large range of
current for welding. The weld metal shows lower temperature impact toughness. It is suitable for butt and fillet structures made by
mild steels and low alloy steels, such as vehicles, engineering & construction machinery, bridges, containers and so on.

Chemical Composition of Deposited Metal (%)
c Mn Si 8 P Ni Cr Mo \4 Cu
0.07-0.15 1.5-2.0 0.5-0.8 =<0.035 =<0.025 <0.15 =0.15 =0.15 =0.03 =0.50
0.08 1.97 0.72 0.015 0.020 0.021 0.019 0.004 0.02 0.20

Mechanical Properties of Deposited Metal

Yield Point Tensile Strength Elongation Impact Value(J)
ReL(MPa) Rm(MPa) Ad (%) 300 Shield Gas
>400 >480 >22 >27 co
425 545 30 75 3
Recommended Current Range(DC")
0.8 0.9 1.0 12 1.6
40-140 50-200 60-220 80-350 170-550

AWS5.18 ER70S-3
BSENISO 14341-A-G 38 A M G2S11
BSENISO 14341-B-GA9A2C 63
CSA WA48-01 ERA9S-3
JIS 13312 YGW16

Solid Wire for MAG/MIG Welding SR/T 8106 BRSO3

CHW-50C3 is a coppered solid wire for welding with mixture gas Ar+CO . It shows a very good welding performance especially in the range of

lower current in case spark is much lower than CHW-50C6SM (ER70S-6). Molten steel flows smoothly and weld seam has a high crack-
resistance. It is suitable for butt or fillet structures made by mild steels and S00MPa tensile strength low alloy steels, in particular for high speed
welding sheet-steel, e.g. automobiles, railway wagons, vehicles and locomotives.

Chemical Composition of Deposited Metal (%)

C Mn Si S B Ni Cr Mo N Cu
0.06-0.15 0.90-140 0.45-0.75 <0035 <0025 <015 <0.15 =<0.15 =<0.03 <0.50
0.074 1.01 0.62 0.011 0.015 0.021 0.020 0.007 0.010 0.11

Mechanical properties of Deposited Metal

Yield Point Tensile Strength Elongation Impact Value (J) :

ReL (MPa) Rm (MPa) A4 (%) 20°C Shield Gas
=400 =480 =22 >27 _—
435 540 30 120 A

Recommended Current Range (DC"*)

0.8 0.9 1.0 12 16
60-150 60-200 70-230 100-350 120-450

CWB CE DB TUV
ER49S-3 EN 13479 EN 440 G285i1 DIN EN440 EN440-G38 4 M G28il

CHW-50C6SM is a coppered low alloy steel wire with all position welding. The wire has a very good welding performance and the weld metal
shows lower temperature impact tonghness. It is mainly for butt and fillet welding structures made by shipping steels and low alloy steels, such
as ships, containers, vehicles, engineering & construction machinery, bridges and so on.
Chemical Composition of Deposited Metal (%)
C Mn Si S i Ni Cr Mo v Cu
0.06-0.15 1.40-1.85 0.80-1.15 =<0.035 <0.025 =<0.15 <0.15 =<0.15 =<0.03 =<0.50
0.078 153 0.85 0.010 0.011 0.029 0.022 0.008 0.010 0.12

Mechanical Properties of Deposited Metal

Yield Point Tensile Strength Elongation Impact Value (J) .
Ren(MPa) Rm(MPa) A4(%) 200 e | A0 | ueldOna
>400 =480 =22 =47 =27 — o,
425 540 31 102 89 70
Recommended Current Range(DC")
0.6 0.8 0.9 1.0 12 1.6
50-100 40-140 50-200 50-230 80-350 120-550

CCs LR ABS GL BV DNV NK BKI CWB DB CE TUV
3YSM 35M, 3YSM 3SA,3YSA 3YS SA3YM ITYMS K560, IAVSMG() 3 Y SM ER49S-6 G35l DINENAA) BN I3479,EN 440 ENMGR4M G5

AWS AS5.18 ERT0S-G
BSENISO 14341-B-G49A3 CG11
1IS 13312 YGWT1
GB/T 8110 ERS0-G

MAG/MIG Solid Wire for High Strength Steel

CHW-50CS is a coppered solid wire for welding high strength low alloy steel. Excellent mechanical properties of deposited metal can be obtained
due to strictly control the S, P and a few Ti is added into wire. It is suitable for welding 500MPa-550MPa grade steel structures such as ships,

engineering & construction machineries, equipments for petrol chemical industry, pressure vessels, lifts, bridges, skyscrapers, etc. Especially for
high speed backing welding of huge pipe lines for gas & oil transmission, which fabricated by X60, X65,18Nb as well as 12-16Mn steels.

Chemical Composition of Deposited Metal (%)
= Mn Si S P Cu Ti
0.10 1.45 0.71 0.010 0.011 0.14 0.15

In AWS n chemical composition of deposited metal of ER70S-G is not ified and normally we ly CHW-50C8 conform
inJ]SZB3l2 GWI11. pos spee SuppYy

Remark:
Mechanical properties of Deposited Metal (Typical)

Yield Point Tensile Strength Elongation Impact Value (J) Shield Gas
ReL (MPa) Rm (MPa) A4 (%) -30C
=400 =480 =22 = €0, or
440 560 30 75 20%CO0,+80%Ar
Recommended Current Range (DC" )
0.8 0.9 1.0 13 1.6
40-140 40-180 50-220 80-350 170-550
A Demonstration of Welding
Diameter of Wire Shape of Groove Temperature between passes  Shield Gas  Current (A) Volt (V)

5 12passes
% —ifia 200C co, 190210 2628




AWS A5.1 ET024
BSENISO 2560-B-E4924-1A
GB/T 5117 E5024
JIS 13212 D5003

AWS RS.5 ET010-A1
BSENISO 2560-B-E4910-1M3 P
GB/T 5117 ES010-A1

¢~ IronPowderWelding Rod for Mild Steel or High Tensile Steel

CHE501Fel8 is a high deposition rate iron powder titania type welding rod for mild steel or high tensile steel giving a metal recovery of about

180%. It is suitable for welding structures fabricated by H-beams or T-beams, as well as flat and horizontal fillet welding medium and thick
plate. The rods should be baked for 1 hour at the temperature of 150°C before welding,

Chemical Composition of Deposited Metal (%)

C Mn Si S L Cr* Ni* Mo* =
Standard <0.15 <1.25 <0.90 =0.035 <0.035 =0.20 =<0.30 =<0.30 <0.08
Typical 0.068 0.74 0.44 0.015 0.024 0.027 0.006 0.003 0.016

The total amount of elements with*one should be <1.50%
Mechanical Properties of Deposited Metal (AW)

Yield Point Tensile Strength Elongation Impact Value (J)
Ren (MPa) Rm (MPa) Ad (%) 0C
Standard =375 490-660 =22 =47
Typical 450 510 27 72
Sizes, Pieces & Recommended Current (AC or DC")
Size (mm) 3.2X400 4.0X450 5.0X450 5.0X 500
Pieces (Skg_) ~76 =50 ~=32 ~28
Current(A) F,HF 120-150 160-200 220-250 220-250
Approvals CCs LR ABS BV GL DNV NK
Grade 2Y 2Y 2Y 2Y 2¥ 2Y KMW52

AWS A5.5 E1010-6
BSENISO 2560-B-E4910-1A
GB/T 5117 E5010-G

CHES05G is a high cellulose sodium type welding rod. The rod shows a very good performance in welding of all positions and vertical-down,
overhead. It performs on double sides by one side welding. It is mainly used for welding root passes, hot passes, filler and cover passes as well as
for capping of huge diameter high press pipelines fabricated by X60, X65 and X70 grade steel and similar structures. Keeping the rods in dry

condition and the rods do not need to re-bake before welding. In welding small current is recommended and swaying breadth should be less than
2.5 times of diameter of the rod.

Chemical Composition of Deposited Metal (%)

C Mn Si S E Cr Ni Mo v Cu
Standard = =1.00 =0.80 =0.03 =<0.03 =030 =0.50 =0.20 =0.10 =0.20
Typical 0.098 0.40 0.11 0.016 0.017 0.018 0.004 0.49 0.010 0.21

Mechanical Properties of Deposited Metal (PWHT: 620°CX1h)

Yield Point Tensile Strength Elongation Impact Value (J)

ReL (MPa) Rm (MPa) A4 (%) -30C
Standard =390 =490 =22 =
Typical 420 535 28 81

X-ray defectoscopy: II
Sizes, Pieces & Recommended Current (DC")

Size (mm) 2.5X300 32X350 4.0%350 5.0X350
Pieces (5kg) ~355 ~192 ~124 ~78
70-110 110-150 150-200

@ EH 60-90 0- 0-
OH, VD 50-80 60-100 100-140 140-180

Cellulose Welding Rod for Vertical-down Welding

CHES05Mo is a high cellulose sodium type welding rod with Mo. It shows a very good performance in welding especially vertical down and
overhead. It performs double sides by one side welding. It is suitable for root passes, hot passes, filler and cover passes as well as for capping

welding, Keeping the rods in dry condition and the rods do not need to re-bake before welding. In welding small current is recommended and
swaying breadth should be less than 2.5 times of diameter of the rod.

Chemical Composition of Deposited Metal (%)

C Mn Si S P Mo
Standard <0.12 <0.60 <0.40 =<0.030 <0.030 0.40-0.65
Typical 0.074 0.33 0.11 0.010 0.009 0.48

Mechanical Properties of Deposited Metal (PWHT: 620°'Cx1h)

Yield Point Tensile Strength Elongation Akv Value (J)
ReL (MPa) Rm (MPa) A4 (% 20C

Standard =390 =490 =22 —

Typical 470 580 24 70

X-ray defectoscopy: II

Sizes & Recommended Current (DC")

Size (mm) 2.5X300 3.2X350 4.0X350 5.0X350
Pieces (5kg) ~355 ~192 ~124 ~78
FH 60-80 70-120 110-150 150-200
Current (A)
OH, VD 50-70 60-100 100-140 140-180

AWS RAS.5 EB010-P1
BSENISO 2560-B-ES510-P1A
GB/T 5117 E5510-6

g =~ Cellulose Welding Rod for High Press Pipeline

CHES55GX is a high tensile strength cellulose sodium type welding rod. Very good performance can be obtained by all position welding,
overhead and vertical down welding. Especially suitable for fabricating huge diameter high press pipelines made by X70 or X80 grade steels.
Backing weld, filling welding and lap welding could be operated and forming on double sides by one side welding. Keeping the rods in dry
condition and the rods do not need to re-bake before welding, In welding small current is recommended and swaying breadth should be less than
2.5 times of diameter of the rod.

Chemical Composition of Deposited Metal (%)

C Mn Si 8 1 Cr Ni Mo v
Standard =0.20 =<1.20 =0.60 =0.03 =0.03 =1.00 =<1.00 =0.50 =0.10
Typical 0.099 0.60 0.18 0.012 0.011 0.642 0.64 043 0.010
Mechanical Properties of Deposited Metal (AW)
Yield Point Tensile Strength Elongation Impact Value (J)
ReL (MPa) Rm (MPa) Ad (%) -30C
Standard =460 =550 =19 >27
Typical 510 600 22 60

X-ray defectoscopy: II
Sizes, Pieces & Recommended Current (DC")

Size (mm) 2.5X300 3.2X350 40350 5.0X350
Pieces (Skg) ~355 2192 ~123 ~7T8
60-90 70-110 110-150 150-200
Current (A) EH
OH, VD 50-80 60-100 100-140 140-180
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Standard & Typical Chemical Composition of Deposited Metal(%)

Welding Type of

Standard & Typical Mechanical Properties of Deposited Metal

Item Code Equivalent Norm Postweld  Yield Point Tensile Strength Applications
Position Current C Mn Si s P Cr Ni Mo v Cu Condition  Re(MPa)  Rm(MPs) A4 (%) Aky Value (J)
AWS A5.5 E7015-G VD — 1016 020060 <0005 <0010 =030 =020 =010 >0025 _ PWHT =305 470-590 220 -30C >34 Suitsble for fihicating MWW‘“"’“M"VW
CHES07SHA g EN ISO 2560-B-E 49 15-G P OHIE DC' 002 135 032 0004 0008 0023 0013 0001 0010 620°C X2h 380 510 32 155 oy ede °f 16M“R m s B ol 10 0.
. AWS A5.5 E7018-G RV, AC=70V — =100 =080 <003 <003 =030 =050 =020 =010 =020  PWHT =390 =490 =2 = . e i it
CHES08Ni ISO 2560-B-E 49 18-G P OHH " orDC  0.067 1.30 050 0008 0012 0012 120 0003 0010 0015 620CX1h 470 580 28 40c 19 | [P oeus ow sloy s WK cotepatsing st
AWS A5.5 E8010-G VD.E — =100 =080 <003 <003 <030 =050 =020 =010 =020 =460 =550 =19 — Suitable for fabricating huge diameter pipelines made by X70 or
CHESSSG BSENISO 2560B-ES510GA OHH  PC o013 066 027 0010 0014 0041 050 031 0012 012 AW 470 580 25 30T 60  X75 grade steels.
AWS A5.5 B8010-P1 VD.E <020 <120 <060 <0030 <0030 <030 <100 <050 <010 _ =460 =550 >19  -30°C =27 Suitable for fabricating huge diameter pipelines made by X70 or
CHESSSGX BSENISO 2560-BESs10P1A OHH  PC 0039 060 0.8 0012 0011 00i3 0642 043 0010 AW 510 600 22 60 X80 grade steels.
AWS A5.5 E8015-G EV, — =100 =080 <003 <003 =030 =050 =020 =010 =020  PWHT =460 =550 >19 — : :
CHESST  BSENISO 2560-BE3515-GP OHMH  DC 0075 7135 030 0012 0018 0005 0003 0003 0010 006 620CX1h 480 590 e oo e e s s
CHESSIGX AWS A5.5 E8015-G EV, DC* = =100 =080 <003 <003 =030 =050 =020 =010 =020 =460 =550 =19 - For welding pipelines made of X65 steel and structures fabricated
BSENISO 2560-B-E5515-GP  OHH 0.077 1.42 0.29 0004 0016 0030 0004 0001 0010 0026 AW 490 600 26 20C 175 by low S & P and low temperature toughness steels.
AWS A5.5 ER015-G EV, T =100 =080 <003 <003 =030 =050 =020 =010 =020 PWHT =460 =550 =19 - Mainly used for fabricating hull of huge hydraulic turbine at site as
CHESSTMoV  BS ENISO 2560-B-E5515-GP  OHH DC 0015 160 022 0012 0014 0033 0005 030 0037 0030 620CXIh 540 630 24 40°C 64 well as welding high cracking resistance structures.
CHES57Ni AWS A5.5 E8015-G EV, pCc — 2100 =080 <003 <003 =030 =050 =020 =010 =020  PWHT =460 2550 =19 — Used for welding structures made by median carbon steel as well as
i  BSENISO 2560-B-E5515-GP  OfH 0069 135 025 0013 0018 0007 090 0. 0011 0010  620TX1h 510 610 26 -50C 82 low alloy steels, such as pressure vessels, bridges etc.
AWS A5.5 E8015-G EV, e =100 =080 <003 <003 =030 =050 <020 =010 =020 PWHT =460 =550 =19 — For welding structures of pressure vessels, bridges, water-guiding pipes
CHESSTRH g ENISO 2560-B-E 55 15-GP  OHH DC o075 1.25 022 0008 0016 0023 076 0.20 0018 0020 620CX1h 500 590 26 -40°C 120  of hydro-electic power station as well as steel structures of ocean project.
CHE558 AWS AS.5 ER018-G EV, AC=z7Q0V  — =1.00 =080 <003 <003 =030 =050 =020 =010 =020 PWHT =460 =550 =19 — Suitable for welding structures fabricated by medium carbon steels as
BSENISO 2560-B.F 35 18-GP  ORLH orDC'  0.080 112 030 0012 0030 00i0 009 0003 00i5 00i0 620CX1h 455 575 27 40°C 98  well as low alloy steel, such as 15MnT,15MnV, etc.
CHHSIGT AWS A5.5 ES018-P2 EV, ACZ70V <012 090-170 <080 <003 <003 <020 <100 <050 <005 _ =460 =550 >19  -30°C =27 For welding pipelines made of X65, X70 steel and structures
BSENISO 2560-B-E55 18-GA OHH ~orDC"  0.079 3 034 0003 0016 0030 0023 0001 0010 AW 520 620 21 130 fabricated by low S & P and low temperature toughness steels.
3 AWS A5.5 ES018-C3 VDF, AC=70V <012 040-125 <080 <003 <003 <0.I5 080-1.10 <035 <005 _ 470-550 =550 >24  40°C =27 Suitable for welding structures made by same grade low alloy steels,
CHES38Ni  BS ENISO 2560-B-E 55 18-N2 A Ol-I:ﬁ orDC' 0,069 1.05 063 0010 0015 0029 09 022 0.010 AW 520 630 26 95 such as 15MnTi,15MnV, etc.
b AWS AS.5 E9015-G RV, — - =100 =080 <003 <003 =030 =050 =020 =010 =020  PWHT =530 =620 =17 — Welding medium carbon steel and low alloy steel structures with
ISO 18275-B-E 62 15-3M2 P OfH 0.084 155 050 0021 0011 0031 0008 034 0010 0010 620CXIh 580 680 25 30C 90 corresponding tensile strength, e.g. ships.
AWS A5.5 E9016-G EV, ACZ70V — =100 >080 <003 <003 =030 =050 020 010 =020 PWHT =530 =620 =17 == | [T e onint Aok M T W SR IS et
CHE606  15018275-B'B59163M2P  OHH orDC’ 0072 158 047 0009 o018  00i3 008 034  00l6 00i2 60TXIh 590 680 % | a0 w PSSR Ttepeaiierei o g ACom byl
CHESU! AWS A5.5 E9015-G EV, DC* - =100 =080 <003 <003 =030 =050 =020 =010 =020  PWHT =530 =620 =17 — Welding medium carbon steel and low alloy steel structures with
ISO 18275-B-E 62 15-3M2 P OHH 0084 155 050 0011 0021 0031 0008 034 0010 00i0 620CXIh 580 630 25 30T 90 corresponding grade strength.
AWS A5.5 E9015-G EV, — =100 =080 <003 <003 =030 =050 =020 =010 =020  PWHT =530 =620 =17 - It is suitable for welding 590MPa grade flawless steels especially
CHE607CG 190 18275-B-E 59 15-NIM1 P omi  P€  gom 31 035 0005 0012 0031  1.00 024 0010 00i0 580Cx25h 550 650 25 30T 90 widely be used on the huge petroleum storage tanks.
AWS A5.5 E9015-G EV, = =100 =080 <003 <003 =030 =050 =020 =010 =020 =530 =620 =17 — For welding pipelines made of X70 steel and structures fabricated
CHE607GX 180 '18275-B-E 62 15-3M2 A OAH DC' o079 1.38 030 0004 0014 (o8 008 0010 o010 0030 AW 510 630 24 20C 160 by low S & P and low temperature toughness steels.
g AWS A5.5 E9015-G EV, S =100 =080 <003 =003 =030 =050 =020 =0.10 =020 PWHT =530 =620 =17 — For welding important structures such as hull of nuclear reactor,
CHEG607Ni 1SO 18275-B-E 62 15-G P OfLH DC" o080 1.50 0.50 0011 0019 0026 090 0.35 0010 0010 620CXIh 580 680 24 30°C 90  steam generator of boilers, chemical containers, etc.
; ASME SFA-5.5 E9015-G EV, <012 =100 =080 <0015 <0020  __ =050 =020 = — PWHT =490 590-690 =20 -50C =54 . . e .
CHEGOTNIR (S0 18275-B-F 62 15-G P oith  PC o5 158 o043 0010 0010 094 032 60CX1h 560 660 25 g | (BONR DX Kb PHRCKE S IS, Bk S el fuig .
ASME SFA-5.5 E9015-G EV,  pc ., =100 =080 <003 <003 030 =050 =020 =010 >020  PWHT >530 =60 =17 S|t vt e s . ol
CHE607RH of station as structures
ISO 18275-B-E 62 15-G P H5 ofLl 0072 151 035 0008 0014 0008 1.00 024 0009 0010 620TCXIh 550 650 25 soc so B p]dn;;:éim i good match with steel CF60 & CFG2.
CEIRES AWS A5.5 E9018-G EV, ACZ7QV — =100 =080 <003 <003 =030 =050 =020 =010 =020  PWHT =530 =620 =17 — Suitable for welding structures fabricated by medium carbon steels
ISO 18275-B-E 62 18-G P OHH ~orDC" 0070 7145 044 00 0015 000 0025 033 0.010 003  620CX1h 550 640 24 30C 90  aswell as low alloy steels, such as 15MaVN, etc.
AWS A5.5 E9015-G EV, = =100 =080 <003 <003 =030 =050 =020 =010 =020  PWHT =530 =620 =17 — Mainly for Fabricating of important structures made by medium
CHE62CFLH g gN 1SO 2560-B-E 62 15-GPH5  OFLH DC" o056 1.46 0.30 0010 0020 0030 098 035 0010  00i0 620CX1h 560 655 25 20°C 119  thick zm steel plate. by
AWS A35.5 E9015-G EV, DC* = =100 =080 <003 <003 =030 =050 =020 =010 Cus030 =530 =620 >17 —_ Suitable fwfabmﬁnshuse HTP pipelines made by X80
57GX steels, extra low S & P as well as low
CHES657G; ISO 18275-B-E 62 I5-GA OHH 0062 “134 030 0005 0015 0025 180 163 0011  0.08 AW 535 650 LR Tl o o L wm W e
AWS A5.5 E9015-G EV, <0.08 080-180 <0.60 <0006 <0020 <025 =030 Nb<0.08 _ <030 =500 =590 =15 20T =90 Smble for fabricating huge diam lines made by X80 grade
CHE6STHTP  [50 18275-B-E 62 15-G A oii D¢ goss 125 034 0005 0016  0.08 1.40 0.05 0.03 AW 545 640 2 150 mgh,m e mlﬁmy
AWS A5.5 E9018M EYV, <010 060-125 <080 <0030 <0030 <015 140-180 <035 <005  _ 540-620 =620 =24 -50C 327 Svitable for welding important structures such as hull of muclear
CHE6SS  15018275B-E6218N3MIA OHH D€ 0080 Foi~ 050 0011 0017 0035 163 06 025 AW 590 680 27 75 Teactor, steam generator °f"°ﬂ°fs» chemical containers,etc.

especmlly for military engineering structures.
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Standard & Typical Mechanical Properties of Deposited Metal

Postweld Yield Point Tensile

Condition ReL (MPa) Akv Value (3)

Applications

AWS A5.5 ET015-G
BS ENISO 2560-B-E 49 15-N7 P

<

=4
o¥
N
82
Y/

il

=0.03 =0.30
0.012 020

8
S

For welding structures made by 3.5Ni low alloy steel, which work temperature
is about -100°C.

AWS A5.5 ET7015-G
BS EN ISO 2560-B-E 49 15-G P

les ]
§<
83
b
g2

=<0.03 =0.30
0.015 023

For welding structares made by 09MnD low alloy steel, which work temperature
is around -60°C.

A
Low hydrogen
Potassium  BS EN ISO

WS A5.5

i
£<
= | oV [ oV
B
(=]
2

gﬂ’\ A
S

ACZT0V <012
L.075

A

.5 E8018-Cl1
2560-B-E 55 18-N5 P

=0.03 _
0.016

For welding structures made by 2.5Ni low alloy steel, which work temperature
is about -60°C.

AWS A5.5 E7015-G
BS EN ISO 2560-B-E 49 15-N5 P

i
<
oW |
:2'8 =3
=W
=
e
S/
<

=0.03 =0.30
0.014 023

For welding structures made by 2.5Ni low alloy steel, which work temperature
i around -70°C.
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Standard & Typical Chemical Composition of Deposited Metal(%)

Standard & Typical Mechanical Properties of Deposited Metal

Item Code c'[:rl:er&fg oL e i o (S e e e e e e S ﬁ“gﬂ‘“‘; Tﬁww Akv Value (3) Applications
i el T T A T M- M B W0 O G A . L S A A A

cww Lo oo ERITI e Bl PO oms T TP TE WU T W W W S W AW T v e Sy Loy s vk g

g Rods flor Stalness Sieal
. Standard & Typical Chemical Composition of Deposited Metal(%) Mechanical Properties of Deposited Metal
ItemCode  Covering w  reattos caree | ¢ [ 3a @ [ R e e T | e [ one Shpetncfgeadin i o ARRSEata ARREATRS
e R el BE0S0 EY, <012 <100 <090 <0030 <0040 110-135 <070 <075 <075 = PWHT =450 =20 Itis suitable for welding structures made by 06Cr13 or 1Crl3 stainless —

CHK202 Lime titania R e TS offh ACoDC G0t o4 044 0013 0025 123 0.5 0016  0.033 360°C X2 495 30 steels, msombeué?ﬁ%mmmgmnggmmm abrasion.
i 5 A A A W i U S N A M =
cmn  mesos  SOUUERAWMGS Sl acenc TSR0 SHP SR P USEUUGR CUA™ S - 4, W Y lhskbedmemmboocbmmmed -
clov e ssiimfel Gk oo TS TRSW WY 1%2:%3‘0 bl A s e
oo Ppice ORUSESRCY G scenc i 000 S P TP USHTCSN VP OSE - w0 W W phesibelinRiaoiies -
oo Pt REAESCL gl scovc S 0REY T T VMW OB BF T - w0 P ¥ pRechiSORBInESEREs om
e PR ORMERM G acec SO OTRO R TP U REOCHC W WP w@ie v R 3P ey oo boimerdnbeoflydocnskiog oo —
omon TR MRENCL M bc BYCTRU OV TR ORPSEON W W - o~ B W perslihabdihiniosien -
oIS Lmodwis  DASKeLewo  Gifiy ACaDC TR G0 AP0 S s gmo mpge omg - — w30 3P hepgemipetgeOiNisosbihmen
s SRR SOSSEMEh Gl acedc T oA TR SR THR RO MMM GEE® T - w3 3P sy elmesbeGfedhen -
con "pmiae SROIR O o g e 0 WP TE G OMS W W~ W7 e ne o
cosnsi “lpglaws”  poscensos Gy acwoc o Sa 0@ ShM OB mgms wpge apmo - - w3 P Lseeiisdedpmesdpin -
omr Tl ORESRNED, SN bo R CTEC TUO TUR TR R USEO CH S - w0 W W SSRGS -
cosr  “ECRE aSEREREE, Sk Aco SR 0T T TR TP RO %Y W - v R T Limmeimbeoem e,
casoer  Pgmestor WOSHBESBMGD SN acapo SO0 ORGS0 UM MO BIWO MO 20A0 <43 — Ly 30 3 Fowldngeomooingtniovevtopsuslessed  —
e Bglnate GOSSCRRSGlls S Acanc §00 020 U0 SN0 UM 2020 meuo 2030 o3 — Ly 3P 3 Fowdingcompoing i osboo e —
CHsosz DFfaloweatbon  pqop 401.61-2004 Oftli ACorDC' <004 <200 <090 <0030 <0035 170200 220250 400-550  — = AW =540 B N |
omn e SRSRESCL SN acovo SO R AR VO P BMRIHNY W OW - o W e

EN1600E2312LR32

dissimilar steels of stainless steels with carbon or low alloy steels.

N




Standard & Typical Chemical Composition of Deposited Metal(%) Mechanical Properties of Deposited Metal

Type of Equivalent Welding Type of
Item Code Covering Norm Poslidex Carvent Mn si S p Cr Ni Mo Cu Okar Postweld Tb:-ﬂe{;bhe:f&w Applications Approvals

a

For welding stainless steel structures of synthetic fibre, pettochem.lcal

o Pfmate gORSETl Gl acodc SOM OURY P U SUP RO R W - w3 % gieelelimalecleleiien ™ ow
cme npmr RRARGLL S o SHUHC YO P BRI W W - v W P pResmmsoomommanmmes o
omsion siomuens BOSIEESRD Gl aconc SR 09RW Sho o S o osme PO - [P RmCOMO O, -
o umewss  WSLHENSle SN aconc G gz b S SR WIMOSSMe WP WP - o [P W rbwoifenmiemmcemiens -
cusiom  uwoswss  FOSSESUCe i Acopc R 0fR0 S T TR UBEC MM NP WE - o~ W W uliiienesceesdes -
AWS A54 E307-16 EV. _ Suitable for welding structures made by ASTM307 stainless steel or _
CHS102MnMo  Lime titania ENIISG%OS%SIIélg-%?‘g;l{sZ OnH ACorDC' 0.04-0.14 3.304.75 <090 <0.030 <0.040 18.0-21.5 9.0-10.7 0.5-1.5 <0.75 AW =590 =30 mﬂ&%ﬂd&mmmm&
cusiosN  Lmedma  poskaouiian Gl acwc SHO GH LGRSO g MEBo oppo §i0 - ags  aw R ¥ pMGdimemesSmetiM e -
s oigen SRR Gl oo SRO AU VR R RMPMBOOW WP WP - o~ F P sbalEhebdeamledienwt -
CHSI22  Limetitania DGS K 401.81-2004 oili ACorDC' <008 <250 <150 <0030 <0035 200240 7.0-100  — = = AW Ssi0 | (s [P s 41 B ook e g d 03 Rk R Il |
cusin somiena SO Gl acoc TR ODZY SR SU W OURO M W W e a0 W O ORGSR G -
comm  vmews  JOGEEEA Sl acorc G ORE UL TR W VR M W VW “UEC 4 W W FOERbomTevomae -
oo Lrigioen ORGSR, Gl pc RN OTAC DU WP TR UMBOM WP WP NS o W W iR TiNEELGe -
o Ui posmeusiow Gk O SR CPET SR P R UROMH - - - w0 ¥ mSsmemmkpeconinecAesmie -
o L B S D SUHUSRRM RSB U SRR e o UMY a3 R e B e —
ciso suosmn  ROMIRENew Gl acoenc T 00RO GR SUM U ERO MMM GE W - W R OR %ﬁﬁ“%ﬁmﬁﬁ@ﬁ% -
cusm  umewss  SOSUSESGls Gl acovc THN OEY SUP R SHP MERO MR S - o~ P P modcemeceieamiploliodis -
cumo  Leghyien  ORSRESISls Gl pc B OTAT U WP SO EROUEYS MR WP - o R Eeeidvetoisdmfileliaiin -
cusiz  mimesena  BNIGWEDTINRS2 Gl acapc GO OE0 Sgm ShRo Soph MmO ngio 2pam S Mgl Ly R 2P G m TR —
CHS22  Limetimmia  GBE3I™MoCwls6  opp ACorDCT G008 0P250 030 SON0 SO0 156%° %60’ *% i A% g || R || amides sl faoan w0 vow ewe v &
CHS232 Lime titania GB E318V-16 gf?&l ACorDC' <008 050250 <090 <0.030 <0.035 17.0-20.0 11.0-140 2.00-2.50 <050 0_30‘_’0‘70 AW =540 =25 mwsmmﬁfm%%mmw =
oy g omiwvis Gl °C SRS UTEY U T UH URPOUSHO IS VR exbe  w BP F Dmtespiedemboctmpomes -
oo simsma  SOSUEREY  Jl acoc THFOPR G0 SHO T URORE W W - o F W EeteluiSaedn Al e —
o meces  BOSUSRSRY Gl acadc TR 0RO UM U SHP BB W W - o~ O et e -
cmore  umewns  SOSHESER Gl acoc THEOPAC X SUR WS UEOUE W W - o FP I et Al e —
cusy_ Lnghyleee %;n%% A A i i S A O
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Standard & Typical Chemical Composition of Deposited Metal(%) Mechanical Properties of Deposited Metal
Type of Equivalent Welding Type of Tensile Appli
Postweld Strength Elongation cations Approvals
Item Codo Covering Norm Position Current C Mn Si S P Cr Ni Mo Cu Other ¢ dition Rm (MPa) A4 (%) PP PP
Suitable for welding stainless steel containers that corrogion resisting
o AWS A5.4 EV, <012 050250 <090 <0030 <0040 22.025.0 12.0-140 2.003.00 <075 _ =550 =30 bl ! : ) _
CHS312  Lime titania E309Mo-16 o ACHDC T U095 063 0016 0028 2323 36 244 AW 625 BB Syl e o oy el
Extralowcarbon _AWS A5.4 E385-16 EV, <003 10250 <075 <0020 <0030 195215 240260 4252 1220 = =520 =30 bt s et o ki St i =
CHS385  “icttamia  EN1600E20255CaNL OHH ACHDC Tor "8 029 0005 0016 2060 2497 479 171 AW 610 A0t e e e S s stcl,
AWS A5.4 E310-16 EV. 1.00-2.50 <0, <0.030 <0.030 25.0-28.0 20.0-22.5 <0.75 =<0 =550 =30 Suitable for welding heat resisting stainless steel structures and high
CHS402 Lime titania ISO 3581-B-ES310-16 ACOrDC fasl ) LEREY SRt - o R et — = = hardenability steels, such , Ct9Mo, Cri3 and Cr18. Also it —
ENIC0E 520 R  OHH 013 199 038 0009 0021 2701 2144 003 0104 AW 655 B e o :
AWS A5.4 E310-15 Suitable for welding heat resisting stainless steel structures and high
Low hydrogen EV, pct 0.08-020 100250 <075 <0.030 <0.030 250280 200-225 <075 <075 _ =550 =30 o | _
CHS407 ‘ 1SO 3581-B-ES310-15 hardenability steels, such as , Cr9Mo, Cr13 and Cr18. Also it
s sk s o 0.133 174 045 0008 0018 26 21307 00 0087 AW 605 38 wuldwel‘{‘lgg S
- AWS A5.4 EV, <012 100250 <075 <0030 <0.030 250-280 20.0-22.0 200-300 <075 = =550 230 gy i sk issimi -
CHS412  Lime titania E310Mo-16 ofii ACorDC' Ghgs V195 037 0012 0021 2671 2109 2.50 0.10 AW 680 B | e
CHS422  Lime titania DGS K 301.131-2007 aith | (ACrence 13D\ SO0 0SSN SAR0 M Thn a0 = — — AW o 0. The weld with higher heat crack rosstanco since more Ma it It s suifabl for —
Lo EV, 0.25-045 5.00-800 <060 <0030 <0030 23.0260 180210  _ _ _ =540 222 Suitab ; i e, i _
CHS437 W oorog®™  DGS K 401.101-2004 OfLH DC' 73299 616 022 0011 0020 2485 1993 AW 670 37 | |ESibie fx yecios HEA pipcs mad L
EV, <012 050250 <090 <0030 <0035 14.0-180 220-27.0 5.00-7.00 <0.50 N =610 >30  Suitable for welding quenched low alloy steels, medium alloy steels, =
CHSS07 ~ TOGIICREM B EI6-25MoN-15 oith  PC G0s4 187 064 0007 0015 1659 2443 6l 0.15 =010 016 AW 675 Sl | [Se meh ey e el ok gt
Low EV, <010 <120 130210 <0030 <0030 19.0-250 210250 =280  >280 _ =540 230 gyi ; it ion resisti _
CHS517 Godune™  DGSK40L1I204 o DC G ST “Teh . 0007 001 2335 2254 391 33 AW 655 35 || Ede fe g sinciee peade b Yi oomroslon recistig
S AWS A5 4 E312-16 ; o
Lime titania e L EV,  ACorDC <015 050250 <090 <0030 <0040 28.0-320 80-105 <075 <075 _ =660 22  Forw igh carbon steels, tool steels, dissimilar steels, Cr2ONi9 ~ —
CHS29.9 Duplex RS OFLH o 0085 LI1i° 078 0011 0028 2939 997 0.16 020 AW 785 26 cast stm Sraniess stecls 4 wel i problem siecls
S AWS A5 4 E312-17
Silicon titania "B ) EV. ACorDC* S0.15 0.50-2.50 <0.90 <0.030 <0.040 28.0-32.0 8.0-10.5 <0.75 =0.75 — =660 =22 For welding high carbon steels, tool steels, dissimilar steels, Cr29Ni9 =
CHS299-17  “"Dyplex BOSseIBESIZT ol ACOPC g5 099" 072 0009 0025 2973 1024 0090 0.1l AW 765 T |
Lime titania EV, <015 050250 <130 <0030 <0040 260290 80-120  _ _ Co =660 =77  Forwelding high carbon sicels, High alloy stoels, spring steels, cemented stecls, _
CHS29.9Co  “puplex DGS K 401.211-2004 oijs ACoDC i’ "9 0da 0012 0027 2781 1021 <050 031 AW 783 26 {oolsiels, castulee, high ]%%Fgmﬁﬁ%kgms . I similr
Extra low carbon N For welding extra-low carbon stainless steel structures in
o o AWS A5.4 E2209-16 EV, <004 050200 <090 <0030 <0040 215235 85105 2535 <075 =690 =20 yon stainless steel ¢ =
CHS209  lietiamia  pnjepo2293NLR32 OHH ACUDC gmg Toso o6t 0013 0023 2284 945 30s 0097 OBPN AW 785 29  petoochemical sad kydenilo peojoots industrics &3, stractures
Extra low carbon N For welding exira-low carbon stainless steel structures in
s low st AWS A5.4 E2209-17 EV, <004 050200 <090 <0030 <0040 215235 85105 2535 <075 =690 =20 on stainless steel ¢ =
CHS2209-17  Silicon titania ACorDC 0.08-0.20 cal and hydraulic projects e.g. structures
o juania  EN1600E2293NLR32  OHH 0027 093 062 0012 0023 2280 941 3.03 0.10 e AW 780 30 e A e o
Lime titania AWS A5 4 EV, <006 0.50-150 <100 <0030 <0.040 240270 6585 2939 1525 _ =760 >15 | nuw il ek _
CHS2553 Duplex E2553-16 ofifi ACoDC THS Lo6. 068 0012 0013 3500 73 33 18 AW 880 20 e e s SO 3-_»255;3( B e ion.
Silicon titania AWS A5.4 EV, <006 050-150 <1.00 <0030 <0040 24.027.0 6585 2939 1525 - =760 213 | N ; —_— -
CHS2553-17 Duplex E2553-17 offi ACHDC TH7 095 047 001> 0012 3520 72 31 1 AW 875 2l e e ot o 32255;3( ., T
lingiRotdsiiodHardiacing
il L@g J NUULOJUIRIT 5_! | l...d.ddfﬁ.lxif’i.ji \i)
Standard & Typical Chemical Composition of Deposited Metal (%) Hardoess of
Type of Equivalent Welding Type of Deposited
Ttem Code  Cgyering Norm Position Currest C  Mn SIS P o M Me V W Np R e ABplications
Low hydro RV, =020 <=3.50 — — — = = — = = s = HB=220 Surfacing and repair welding of worn parts surface of low carbon, medinm carbon and
CHR107 yydrogen  GR/T 984 EDPMn2-15 ol DC’ 0030 3% 3006 omalioy meel.
CHRI2  Limetitania GB/T9S4EDPCiMo-Al-03 opy ACerDCT 0T — - - S P <2.00 HB>220 e e iae ke satn stk missiai gl
PR EV, =0.50 . - i o =3.00 S =1.50 e — = — =30 ing and repai ing of worn surface of low and medium carbon steels ot low
CHR132 Lime titania  GB/T 984 EDPCtMo-A2-03 gy ACor DC 5 2.00 0.74 45 w B =




Standard & Typical Chemical Composition of Deposited Metal (%)

Hardness of
Toem Cade C%:lfz E"ﬁﬁ'“ m‘:}:ﬁ CT:}-’:e;l; C Mn  Si s P cr Ni Mo v LA mgg:;“ M%MM Applications
CHRI72 ~ Limetitania GBT9S4EDPCIMo-A303 (g ACorDC 030 — — - =R = e — — — ey Surfacing of worn parts of gear wheel, mining machinery etc.
crroor  Logipdoen gprogmoromasials i, DO ORS00 L0 SR W i - = = - - <1.00 e Surfacing of worn parts of bulldozer blade propeller ete.
CHR212 Lime titania  GB/T 984 EDPCtMo-A4-03  Jhy  ACorDC' oo — - — 5ol o ]l — = = 250 mwmmmmmsofmmmofmmmm
cHRz37  LOYNINE GmrgsEpROMoVALLS S, DO OPRK — - — — M0 _ =300 0L _  _ <400 250 L e P
cuross  LorivdEn  awsasizereMeA Sy ACSEV <Ll nem <ido — - - - - - = <5.00 HB=170 Surfacing of easy-impacted, easy-worn parts of crushers, rails, bulldozers etc.
cmos LT awsassmess i Acepc G0 MO S0 - — e < R0 bttt et of e i,
cme EEES GwTwmonenic B Acac SR UGAW SLn _  _ nemmosio <o _ < O ——
CHR307 ~ Lovhydrogen  Gpmog4 EDD-D-15 o || 070100  _ —  S0ms =00k amam —  loLsomgoies <1.50 = m&mmwmm“mmmmm
cmm  mesws CTMPIN Gy canc TP - - TR OV W - B0 WM - - G etk g ks e e
conen R cexeaaw B A $9 - - - - g U 3o g oage _ T T e ————
o gme ORI G e TR - - WP R W - B0 W WY - - T e ——
ey Loghyioen gprogmprcawis &Y, DO %8S — — <00 <0040 200350 _ — 0w _ =100 >4 Sutingof foring ol r st st g s Ao g veldigof g
om U arwmowes B 0 TP D0 TP TR WP W - W - - - - T ———
cmon  lmedmis cwrowmons & Acwnc T - - 59 S me - - - - - - 20 Mt foetiony b sy it
cwo Legpme BEAN® G © W - - TR WO - - - - - aw I —
CHRs0TMo Lo Iydrogen  Gpm 984 EDCr-A2-15 &y oc = — — —  loglse <600 <230 S - <2.50 =37 Surfacing of valves, which work temperature should be below 510 C.
. L R e R
cursl7  LORINET  ommossEporBs  FM, DO PP — — — —  0dem - — - — - - <5.00 245 RCTNTR L R M e AR Sk T M i
CHRs#TMo  LOWHYEOBN GorrogmncaNip1s DC SOIE 060500 380650 <000 <00 UMILN0ESEIZ0 3TO0 0500 < =37 Suiing o saing st ih e vlvswking mpesrof i
CHRS47MoA LOWHYdroBD 1y 501 41 2004 ¥ DC SO 100250200320 <000 <0040 4NN SIS0 350700 <LSO S 030120 _ >37 Suaing s sing st i e s wking mpestrof i
e FEREML: T S URRY B ogge S0 W - - - < A e
CHR608 Graphite ~ GB/T9S4EDZ-AI08 il ACorDC' 230450 30800 300800 = 255 Suting ats f gl mcinery nd miingoquipnents vor o ipcled b
CHR618 Graphite  DGSK50L51-2004  oOffj ACerDC' <400 100250 15002500 — 300650 — = = <6.00 >48 Surfacing parts worn by grit, air, water at normal and middle temperature,
CHRo46  LGuEydrosen  Gprog4 ED ZCr-B-16 ACorDC' 150350 L0 W0 - - - - <7.00 24 g e e e e et R
CHR648 Graphite  GB/T 984 ED ZCr-B-08 ACurDC 130350 <100 Eha - - - - <7.00 24 s it oo g gt




CHR678 Graphite  GB/T984EDZBI08  F  ACorDC" 150350 _ - — = — - ' AR <1.00 o Surfacing of parts for mining machinery and crusher machinery.
CHR698 Graphite  GB/T 984 EDZ-B2-08 F  ACorDC ﬁl?fgﬂ - = — —  4wsn0 _ — B0 100 =60 R —
cHR77  Lowhydogen  Gprogs EpwALLs ¥ pc 150300 <200 =0 = o = - — 4000w _ Je =60 mﬁmmpgm“mmmm“

oow | ShE  gmemm | gL soc | S R0 TF BE B - | = = | s e
cone e, voxanon | G o R e
N T —

cocws  Sberi,  ABMERNT S acene @RS SR S0 - S B - T e e oo potmoimbend
cow SmeTe SUNRES, B oo 9P W0 W W - 33 88 % 'mp Sememesmmsssc
cucsos ~  Omghiowith - ANSASLENCeR OR ACoDC' 035055 <230 <075 <0.025 — - 60-70 25-35 3060  Repair welding grey iron casting strength of which is not so highly required.

o pemith. ASEMNERL gk acenc SHY P S S OBE WP W S - S M4 - <o P P - G e S et M
o _wwwwes RESEGE' G % WE TP W W W TP R O U - - WE <o W 8 - okcbeaaposuescsa
e R R R L R e ——
e T e e
CHN347  LOYMydoEn  swsasuENiCFe4 Jpy DO <020 1035 <10 <120 <0020 <0030 <60 <050 1035 — 3. 130170 <os0 60 =20 = e e




. Mo
Low AWS AS.11 ENiCtMo-3  EY; <010 <10 <075 <70 <0020 <0030 =55 <050 3.15415 _ 200230 Co<0.12 =760 >30 196 >30 Suitabl for welding UNS N06625 NiCiMo
CHN357 et AN 14172 ENie 185 ot D¢ G017 050 035 520 0010 0005 60  ood 330 80200 910 | 60% 790 35 50 m{uanuy oy ek f wmmmm&m
i Mo A % o A
Low AWS AS.11 ENiCtMo-6 ~ EV, <010 200400 <100 <100 <0020 <0030 >55 <050 0520 _ 120-170 W10-20 =620 >35 -196C >30 Suitable for Ni9%(UNS K81340) alloy,dissimilar steels as
CHN367 o A0 TaiTrENeezs. ofl D€ T0i7 *%a6” T 30 TN T B Tu Yow % s 130 680 40 e i B i )
oS flor Gopper of Gopner Moy
. 1 | : Standard & Typical Chemical Composition of Deposited Metal(%) ' Mechanical Properties of Deposited Metal (AW)
2 : Typeof  Egquivalent Welding Type of - P ) ;
Item Code g 2 et Bty . o - : " : : Other  Tensile Strength  Elongation Applications
ering Norm  Position Current C Mn Fe Si ] | 4 Ni Pb Ti £ ts  Rm (MPa) Ad (%)
CHCul07 OV hydrogen  AWSAS.6 F DC >95.0 <3.00 — <0.50 _ <0.30 _ <0.020 _ FetAHNi+Zn =170 =20 Mainly for welding copper structures, such as conductive lugs, heat exchangers,
Red copper core ECu 98.00 0.29 0.15 0.011 0.004 <0.50 260 29 and it could surface marine corrosive carbon steel parts also.
CHOW0T (s om0 sy sore GBECUNi-B  F DC'  Remsin <250 <250 <050 <0015 <0020 290330 <0020 <050 2478 >350 S0 || 277 e et ol 18 0 G ey R ER D CR I My e
Chemical Composition of Wire (%, typical) Mechanical Properties of Deposited Metal (Typical)
Equivalent Welding
Item Code Current Postweld  Yield Point Tensile Strength Elongation Akv Value (J) Application Approvals
Norm Position C Man Si 8 P Cr Ni Mo Cu Other Conditio ReL(MPa) Rm (MPa) A4(%)  Temp.(C)Joule Shield Gas
TB/T 2374 HO8MnSiCuCiNi (Type) gy, pee 007 134 059 00100014 031 032 — 038 <05 400 520 25 0 9 o, wmmm - —— e
CHW-40CNH ™31 73315 YGA-50W (Typell)  OHH 007 115 047 0010 0015 030 031 — 035 <05 o 415 525 2 100 COPMPATIN s oot raiony gttt i pent i
AWS A5.18 ER708-7 EV. mgma & mu.B:l welding for structures fabricated
CHW-S0C BSENISO 14341-AG42ZCG4Sil opfy DO 008 197 072 0.019 0.020 0020 0021 — 020 <05 AW 425 545 30 25 135 o, carbon steels or low alloy —
BS EN ISO 14341-B-G 49AZ C G7 K Coaei eaog of weld is satisfactory.
AWS A5.18 ER70S-2 445 540 25 60 co. Siagl pas & and buttor fillet stractures fabricated
EV, Al T Zr - mﬁ” =
CHW-50C2 BSENISO 14341-A-G 423 C G2Ti DC' 005 120 0.60 0.010 0.016 020 <05 AW -30 or 5 tamle e srength mild el ot low alloy tels.
BSENISO 14341-B.G49A3C Gz OBH 208 [S3h S0 465 550 27 50 COMIMPATION) _ Purtiacly o the weking cavironsnen with ot
Suitable for si welding and butt or fillet
BSH" sf fA%3§M G281 Jﬁ‘,’ﬁ DC* 0099 1.11 0.62 0011 0.015 0.020 0.021 0.007 0.18 V0.008 AW 435 540 29 40 90  COQ0%pAfS0%) structures made of M and MPs tensile strength steel, it
6 mparuculatfoth:ghq:eedwaldmgshaetsteal,e.g d
A5.18 ER70S-4 EV. Suitable for single- & multi-pass and butt or
CHW-50C4 DC’ = fillet structures of 450MPa and 500MPa tensile
%Mﬁﬂlﬁ%ﬂlﬁ@l O i 0.11 111 072 0.013 0.016 0.022 0.026 0.007 0.19 <0.5 AW 425 540 29 20 75 co, T T T L
structures fabricated by S00MPa tensile
BV, Do VB0 LABLES08L1S <0035 <005 <015 <015 <015 <05 V<03 >375 490-660 >22 ) >47 Forweldgﬁd os fabr 50
ESRNERC G OHLH 0.078 1.53 0.85 0.010 0.011 0.022 0.029 0.008 0.12  0.01 AW 425 540 30 N T 0, in marine mmm’“ o ‘,"v&r;lwwsﬁ'ps“hm“ s "s'd
CHW-50C8 Bsmﬁﬁz%&i 15'%%%0011 oili  DC 010 145 071 0013 0011 Js — — o014 <05 AW 440 560 30 30 75 co, ’
Amsgg 505 610 21 90 Co.
= B 1 0 ') EV, DCc ) < PWHT 2 e
CHW-55B2 %ﬁ” w ol 0.075 122 0.68 0.009 0.013 121 050 014 <05  JFWET e o = 3 s
CHW-55B2V AWS A5.28 ER80S-G dili  DC 0081 136 070 0010 0012 125 g%s 061 015 <05  FWHT 640 720 20 25 70 COQUUHALSIN) =
AWS 29 po 480 605 22 90 Co, :
YG5 EV, _ PWHT Itmmntable‘ﬁorweldmglmtremhng _
CHW-SSB6  pg E&ﬂ;}g g%;é s ol DC' 008 114 065 0.009 0.013 5.10 058 0.2 <os RWHT — — 24 % g vl beued WMWWW%.
N G 475 570 27 70 [
B 14341-. Nil EV, 4 It is suitable for i Jmpcnant fabricated by low -
CHW-55C1 B3 %ﬁ%ﬁﬁ%ﬁ?&u Ofr  DC 0084 106 053 0.010 0010 007 093 002 021 Ti0OL AW — - - 45 0 CopmorAmg  alloy steels with e e |

N
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Chemical Composition of Wire (%, typical) Mechanical Properties of Deposited Metal (Typical)

BN o 45 g Positios Current C Mo Si S P Cr Ni Mo Cu Other gl ‘1{1.‘?:.1:4011:; T"ﬁl’(ﬁ;‘a‘"‘ E';’;*(’.f)‘” T‘:zzf;;::)le Shield Gas Application fiepruesk
CHW-55CNH BSENISO UMLBG ISAGMGNCC BV DC' 008 140 045 0.008 0012 065 035 — 025 <03 AW 520 625 26 40 B0 OO B e e e ed  —
CHW-55VW AWS A5.28 ER80S-G oftli  DC’ 007 148 060 00050005 144 00350932 o Yo W024 L WHL :;g ::: i; 25 f; WO}?M M"’?&%‘M‘, m%mﬂmm e —
CHW-60C mmmﬁﬁ%ﬁ% GMIT Jug  DC 007 170 060 0.008 0013 ofs — o018 021 <05 AW :;z g;g i: -30 Zg 00;@0%0}?;«%} 5 =
T g L T e " T e
CHW-60CS B%ME%%%D&%] ofli  DC 0081 191 074 00070013 — (B, 028 012 <05 AW 560 670 24 -30 80 COLMAMAISY) g&kmmg? &Eﬁ%&”ﬁ@m”%‘”m -

EV. i Mamlyforweldmgplpehmsﬁmmdbyxsomlas _
CHW-60GX AWS A5.28 ER80S-G Ol H DC"  0.086 145 0.53 0.004 0.008 033 0.056 021 020 Ti0.10 AW 525 620 27 -10 110 CO0%)HALS0%) m mm}k&ng mmﬂ;% sﬁeels wnth
CHW-62B3 BgBﬁ?gég{ STy %8 ik DO 009 092 064 00060015 231 — 104 030 <05  PWHT :ssg :ﬁg ;;'g 25 18202 WOSMM Kﬁ%ﬁ”y&mﬁpmﬁ&% _
CHW-62GX pgEN oo i s oS caNt  Ofti DO 009 155 042 0004 0.010 018 081 026 011 Ti0.12 AW 600 680 23 410 150 co, Um&m&%%” ggluwullagv%els —
CHW-65A AWS A5.28 ER80S-G Oili  DC 006 160 060 0.0060.010 040 &P 020 012 <05 AW 515 615 28 20 110 COQMRMATEM %ﬁ%& “ﬂ%&% —
CHW-5C psEnion i endcont oali DC 006 164 061 0006 0011 T&B 070 019 011 <05 AW 510 605 2 20 120 co,  mmbanbgiond mﬁ““‘?ﬁgﬂ% _
oo mowmmes Gl v SNE Gnmmmeetmn < e S em e L, 33 o psepuinenotin -
CHW-0C pypnismici o Sonar oAl DC 0083 L72 062 00080014 oy 114 042 024 <05 AW :22 zg i; 20 ;g WO}?’MM %ﬂ%&%&&?@ﬁm LR, ABS
CHW-80C AWS A5.28 ER1108-G ¥ DC 0074 175 047 00040008 030 211 054 020 <05  ,PWHT 665 775 23 4090 OO e g o e e e —
CHW-80C1 AWS A5.28 ER110S-G O DC 0076 172 045 0.006 0.007 032 215 053 021 <05 AW 700 820 18 40 110 COQIMHA(SI%) mﬁ“ggmfwwm i ey m&me —

mmmmhmyw

2o £

cratl N L e o R oo B I el i e e I B B ) e [t et S ol B e o0 o ) ol i o o el v -
oo oG mr e RSP TR BP UMY - - - - o @ o P 0 ¥ o LSRRI -
ame AR B b SR S SR RS NE - - -~ aw 3P S0 32 5 3 oo, b SRk —
o pon{ESNAIEMs B e SR P WM U@ Sm o - gy e 32 g 3 S el e B e —
o AR ECme BRI e e T W NS Y - - - - o W W P 0 B o hpemesenSimbaines S
AL UM BS EN 180 17452 T423PMIE10 S | b TR S AR SR A | aw | R YT 2 a0 gl R m%%mbﬁ%% —
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Suitable for structures fabricated by mild steel or 490MPa

amn ooV G P TR T R NS TP - S - - e R o P e 3 oo peeaieieltiiaeasIdi, -
CHI7INII  BSENISO 17632 T4231NiPCIH10 ORH Do ((Rhe Sl B G B ahs [ St D e RS R E i e co, %Mﬁ%ﬁm =
ame RIS B e @ W B SR - & - - w3 AP P e W o ISR
amm  WUREMEE. Ak v CRSR P P BRMY - 8F - SR W P » ¥ o EeDehlECmem -
cmmn  STSREMERN. Sk o ORSTSI TP TP VP MY - oM - UL WP W ¥+ W Ly BHSRENTTEMEsm -
- B vc T T TR T ORY MY - HSESAE WP W P s F o meecEbiEanERRORl. -
amie  SWEREDEG. Sk o OBEU S SH IO RN 48 S CHSOROET W OW B s o plGalRRieuiieede -
o pondSHRRSRom Gl 0C T CHP WP B WY WM - - o P W W o 3 o mEslopipenmital’ -
cmnu pep{ESAREINIC L, G DC TR TIPSR P IR - WA - v D U 3P w0 3 oo s scudpeposcwsd mane. -
cmwon s uMEVERENRIm Gl e TP S SW RO SIY - WO - a4 W W P w0 ¥ iy nESTTRETRRiuOnany
e ponlIBYARERNEGm M D¢ TP TR WP B BE - VHT - - o P U 3 o« o mmehdnimesiednamy -
aan  SRSREGES ey v SIS WP P BEWE - WP - S W W W » w o EETUTEEnmE
amw ATARERES. Mk o ONIRSS TP R BE YR - N0 - ST W WP 3 s F o -
amx SRR Ak O TS TR NI DY SF UP TP RS e T W 3 » 3 o EdetENelmeden T -

e Pommier Cored Tres

s ESigp 2

AWS A5.18 ET0C-6M EH, <012 <175 <090 <003 <003 — @ —  —  — =400 =480 =22 A R e g . I mio] by ThiL] ol
CHT70C6 BSENISO 17632 T423MM3H5 HF, VD Dc 005 145 076 0018 0015 450 550 27 30 22770 palance co, ?.:mwmi"%mﬁ&mummmu -
AWS AS.18 E70C-3M EH, 2012 =175 =090 =003 =08 — | — | — | — =400 =480 =22 . AT I e e e e o il M
CHT70C3 BSENISO 17632T422MM3HS ~ HEVD D€ 005 130 058 0005 0015 450 545 28 20 22275 blance OO, Yeatoat dowawieking ol by pestorians 1k ke e 22 80 0
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Chemical Composition of Wire (%, Typical) Mechanical Properties of Deposited Metal (Typical)
Welding
Item Code Equivalent Norm Current Postweld Yield Point Tensile Strength Elongation Akv Value (J) Shield Application
BE s e EV, _ _ _ _ For CrigNis, CrISNi12, Cr2ONi10 austeitic stailess steels,
CHG-308 S EN ns?% 343855308 Ofii DC 005 179 048 0013 002 1972 940 0005  0.06 AW 580 o) AT guchas 301 302 & 308, eto. especially 304
B {180 1434 O?ég or)  EV, DC  0.024 72 048 0010 0018 1976 83 0.006 06 60 45 Ar OCHIENIOT smctmos whieh wodking su'ncumlAlso mﬁgﬁ%ﬂ
CHG-308L ﬂq 5 : 1. ' ' ! 95 | A 7 0. - AW - 5 — - i ower )
; %Yg OHH synthefic fibre, m&w@mﬂ% .
ﬁﬂﬁ‘fg&““ 5 @30 5% DC 006 205 034 0011 0020 23 80 39 A e atash . CaloNEEo mﬂ;lml.ld s?.i],md
CHG-309 i 05 : 011 O 83 1326 0008 0.6 - AW - 5 o i10) as
fl YS% Oﬁ’ﬁ well as for welding high Mn mcl%-ﬁ
o AN BN pc 06 211 038 0008 o001 0 38 Ar | Compt ak o ot T ekt wﬂmmc
CHG-309L % E % : 1 : : 017 2356 1231 0006  0.07 - AW - 57 - -
%3321 Y309L OHH mﬂwﬂmﬂdkwfmm
For welding Cr25Ni20 stainless steels structures, which provide god
CHG-310 W W@s20 BV pc 009 165 053 0015 0021 2581 2034 0020 008  — AW — 610 38 —  —  Ar oxidation comosion resistance and heat resistancé, Also § could be used
mmﬁ%ﬁ it OHH for dissimilar steel welding and for welding high C, high Ma stecl.
AWS A5.9 ER316 Mainly for weldmg in chemical industry and power
CHG-316 BS ENISO 14343-B-55316 Ol DC 004 171 052 0009 0018 1854 1150 218 008 — AW — 600 31 - = | ke L, 53‘113 %ﬁ‘&%&m‘”’ ool
steel do not to PWHT.
Mainly f?‘ wldws and power
CHG-316L 9‘3‘@% ?E%) %t O DC 0025 171 048 0009 0018 1854 1150 218 009 — AW - 580 32 - = A Wm °°°‘1 Mmf‘.d“;"hy
AWS AS. 9 ER321
EV, . _ — — It is suitable for we structures made by 1Cr18Nil1NDb austenitic
CHG-321 BS ENISO 14343 B.5s321 ofii DC 0028 18 045 0010 0021 1892 925 0007 008 Ti 034 AW 575 40 A BRI m‘,‘}‘ﬂgm g mﬁyﬂ ks
SAS.9 It is suitable for welding structures made by 1Cr18Nil1Nb
CHG-347 BSE é:,% ﬁi@ﬁ:“ﬂ&%& oftf DC 005 181 051 0008 0021 2001 1010 0009 012 Nb 05 AW — 585 39 —  —  Ar sustenitic stainless steel as well as the one with similar
JIS 73321 '1'3%7 composition.
AW, H 410
CHG410 BR ggs fi{iﬁﬁi’ﬁ Ofli  DC 006 047 038 0012 001 1290 020 NbO8I 017  — AW — 540 35 - - A mﬂ%&%ﬁ%%mmm““d“
WS AS.18 E%T% m:%e— structures
BN {6 w3 i EY, _ : : G s prote HIRAT Fhecls, Taaed sels wid
CHG-52 .%%33%’_ AWR WL offi DC 0035 L1405 0004 0011 A1008 Zr008 020 Ti013 AW 450 550 26 30 85  Ar bﬂ e G B T Lo
CHG-52T g E S o Off DC  00% 145 078 0012 004 — OO0 00 014 TOIT AW 440 560 30 30 75 Ar %&1 “ﬁmy mfgd;"’mg,méhmm;m, 12,;;;%
d:usiry equipment and so on.
CHG-53 n%%%%@gé% Oftf DC 009 111 062 001 0015 0020 0021 0007 018 V008 AW 435 540 29 I MR e i Lo el i
EV, For structures fabricated by 500MPa tensil mild
CHG-54 “%ggg; %ﬁ%f offi DC 009 110 072 0015 0016 002 0021 0007 022 V0010 AW 410 530 29 TR R i i i g iy
B% 2 N EV. e Suitable forsn'lgwm t‘abncat:lcllciy 1%153-0 .5Mo senespea{].}uc
: . ; ) ; : = . . 505 25 80 Ar steels such as steam boiler
CHG-55B2 _ : OfTH 0076 115 067 0007 0015 125 050 020 AW 620 23 v alloy stec hpress scam pipes o
FV. Smhhleﬁm&ncmﬁhmedby 125(}-05M002%Vmpmﬂ1mhm-mxmg
CHG-55B2V AWS A5.28 ER80S-G offi DC 0080 135 070 0010 0012 125  — 058 020 V 027 AW 515 640 2 25 85  Arlowaloysels such s high rss sam ipes of by, molareachon, petochemica
_ equipments which Iunpu‘simelsluwlhm S10C,
FRS
B Af% A~ 581 EV, = — PWHT Ttis nsed for of boilers as well as
CHG-55B6 E% };ﬁ %\%% ofii DC 0080 114 065 0009 0013 510 058 012 240 Cxon 470 610 2 25 180  Ar mﬁ,@m mm 7 w%m prodpms
i1 EV, : Suitable for structures fabricated by low allo which has low
CHG-55C1 %&Eﬁgﬁ%& ofii DC 008 106 05 0010 0010 0070 093 0001 021 Ti000 AW 430 520 30 A3 2 || A e s mmm i {1
354 EY, Stitable for or multi-pass strcturesfabricated by S00MPa fensl
CHG-56 %%%ﬁ% ;: W' S DC 007 147 0% 0011 0012 0020 0021 0007 018 V0008 AW 430 530 29 30 |50 | A SLRdssmEelmn mﬁm el
2 %sf&ws?s - Suitable for structures fabricated by 2.25Ct-1Mo series heat- low
BS EN I 5. ~W 028i FV o PWHT
DC : T ' . : ! ; Ar steels 10CxMo910, STBA24/STPA24). Such as
CHG-62B3 5§ EN’%;% OB d{é’,’Mﬁ OfH 009 092 065 0006 0013 230 0002 104 027 eocrcw || o8 680 23 25 90 ﬂ?n m(g;wm 10510, I lowé' i Ssﬂ A press
: belong
A5.28 ER90S-B9 EV, Ni070 Mo 106 Cu0.020 PWHT S pacsian
CHG-91 BSEN IS0 2o WorlMy Offf DC 0084 092 018 0006 0006 909 NO70 Mol0s Cu0020 yop3 EWHT ~— 5% 680 20 25 80 Ar mmm which fabries Mg'f s R antg %l alloy
AWS A5.28 ER90S-G EV, Cr 956 Ni 0.62 Mo 064 Cu 0027 V 023 _PWHT iy et
CHG-92  BgENISO?2i057A-WCMowvi2si OFLH ~DC 012 084 029 0006 0007 & 338 NV 07 K090 N 0065 W 159 760t an 660 755 2 25 210 Ar "’“’“”°" oo M‘*"%'%“md“”’”
TR @ g el g iy i S
CHG-S5 RWir? 2}7 i offi DC 0087 18 077 0006 0015 0020 0021  — 0.14 = AW 445 545 31 25 127 Ar m e eyl s s e b O
EV, - PWHT It is suitable for vessels of
CHG-SH AWS A5.18 BR70S-G offi DC 010 145 089 0005 0011 0020 0048 0002 0.6 oy 39 510 32 B0 (210 | A R ﬂ;"ghmw lm"&%m_
1t is suitable formmvmseho%mfhmmw
EY,
j DC : : ! ’ ! : ! ! V 0.009 410 30 290 Ar knockout drums thaf fabricated .
CHG-SH53 AWS A5.18 ER70S-G Ol 0.11 117 066 0005 0012 0028 0020 0008 020 AW 520 33 mm i Wm

E
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Chemical Composition of Wire (%, Typical) Mechanical Properties of Deposited Metal (Typical)
Ttem Code Equivalent Norm  Wori® Cyrrent o < P or N Mo Cu Omer FoTd Y m hﬁmw ma)h:::: shiea Application
CHG-SHA AWS A5.18 ER70S-G Off  DC 009 111 05 0002 0004 0020 0021 0100 020 Ti 0020 AW 415 530 30 30 280 Ar i:f%fénmm ﬁmwcm
CHOMNCMo-6 SRS oo 4 ERICMo S Oifr  DC 0006 260 037 0002 0015 1512 Balamce 580 NUO08 %135 AW 440 640 40 “oe | | a0 | e Mot e wling Mt o Al e

Diameter of ATLANTIC TIG wires from 1.6mm to 3.0mm and the length are 1,000mm
Standard Packing: Skg/hard plastic box, then 20kg (4 boxes)/carton, last 1,000kg (50 cartons)/wooden crate.

Solid{ireiogMIGINEN iy

Chemical Composition of Wire (%, Typical) Mechanical Properties of Deposited Metal (Typical)
Welding
Item Code Equivalent Norm Current Postweld  Yield Point Tensile Strength Elongation Application
q Position C Mn Si S P Cr Ni Mo Cu Others Condition k!.! w‘) Rm (m'] Ad o‘) Akv Value m Shield Gas PP
cHRsoRl || AR S R e Su DC 0077 688 077 0009 002 1912 857 004 016 — AW — 605 25 25T 100 OTATKI%O2 S e e e e ate 20T ] vioal. e
AWS A5.9 ER308
CHM-308 BS ENISO 14343-B-55308 &u DC 005 179 048 0013 0022 1972 940 0008 009 — AW — 580 ) —  OB%ATH2%02 Fat i 301 305 & 308" otseapecially S04 © Stainless stecls,
CHM BSEN cd - EY: OCE BNLOT, sttvchures: whih lgmlﬁunpmnneo o msoo’c 7
“ HBs DC 0024 172 048 0010 0018 1976 983 0007 009 — AW — 560 45 —  98%Ar+2%02 i wer
g * 3 i Oﬁ:ﬂ gynthetic fibre, fertilizer & chm‘:od%mal equipment and so
AWS A5.9 ER308LSi BV, Specially for railway locomotives, coachs, wagons, vehicles made
CHM308LG  BSENISO 14343-AG (1991 8D Sk DC 0020 189 075 0021 0010 1998 975 0006 015  — AW 415 605 A1 00 EL| ACHENOO b sinotihens comosios e taltetion Tealsacs fals.
I1SO -B- 8LSi
CHM30SLSi  BSENISO 1434340 (199 L i EV DC 002 079 0010 0018 1970 985 0005 0.1 AW e 98%Ar+2%02 mhmﬁ“mm bl O e Lo
-308LSi E 02l 177 o ) ) 7 : 005 017  — — 575 — ce corrosion, . c
L BS EN ISO l4343-B-SS3(.'lSI..S.il Ol H bre, petrochemical chumcal mﬂl m, #
Igf = u.ﬂabl.e for welding similar
5 B3 'ﬁwisllg% fgﬁ )2 HD EV, DC 006 205 040 0011 0020 238 1326 0007 006 — AW — 580 39 —  98%Ar+2%02 structures and di ssmnlarswel,e CrIoN “fommud sheel.as
CHM-309 % 3-B-8§8300 oHH X 5 H g s . i / well - ﬁor g ﬁ
CHM-309L BSE? ﬁfg? 35&15‘ ’ EH‘&[ DC 0026 211 038 0008 0017 2356 1230 0.006 0.15 — AW — 570 38 — 98%Ar+2%02 mﬁm as syntww pe&ochmml asmllasml
300 . Also it could be used for dissimilar sheel welding.
AWS A5.9 ER309)
CHMA09LG  BSEN 1%701 Jasa3AG B_(st?'3 oL D S DC 0017 193 068 0009 002 2314 1240 0005 016 — AW 415 580 39 40T 90 Artl-5%CO2 ,;Wmmﬁtm T N e e
CHM309LSi  BSENISO 1434300 (23 12 L S0 ] DC 0024 211 068 0011 0015 2356 1231 0004 0.16 AW 560 40 XA T e e petrochen “meem’::;f"’iﬁ‘u nuclear’
= - 1 A 0 X A A i .| . PR - -
: BS EN ISO 14343-B-SS309LSi OHH %ﬁo L D e e et arerer
Forweldmg Cr25Ni20 stainless steels structures, which good
BSE 3 > A _ _ _
CHM-31 DC 009 165 053 0020 0014 2680 2140 0006 0.18 AW 605 37 RTEIBIS fos e Mo st ol y ol i Sl
310 ?%?l%%fg OH,H fordtsmlarsﬁeelweldmgmdforweldmghlsb , high Mn steels.
CHM- BS Eﬁvlvs% 14345885316 2 DC 0052 208 052 0012 0019 1874 1130 218 0.9 AW 580 33 98%Ar+2%402 by CrIONMLIMO? S s swds such s AIST AISEI0S0SE1E, Alsoct ool beatod o
o= X E X X i = & X = = = 1 “
= JIS 73321 Y3l6 O p i ey stoels, which do not need to PWET
inly for welding structures
e |08 L & _ _ _ N “’"ﬂmwm
DC 0025 205 048 0009 0018 1854 1150 218  0.07 AW 570 34 98%Ar+29602 O0CLTINLLIMGD oo soes such s AISH 1, SUSATEL s ]
. % q zfa ? OH:H slrwunes bylnsh(‘,tmelmddlssnmlarsme]s,whchdomxneedml’m
BSENISO L AG (0123LsD BV DpC 02 8 0 8 3 98%Ar+2%02 sum:l R . e
CHM-316L8i 0.025 2.10 0.85 0.006 015 18.50 11.50 2.18 0.070 = AW = 580 5 — ess it shows a ent corrosion ce.
' BS EN ISO 14343-B-8S316LSi OfLH Mainly for chemical industrial equipments.
AWS A3.9 ER321 EV, It is suitable for welding structures made by 1Cr18Ni9Ti austenitic
CHM-321 BS ENISO 14343-B.85321 ofih DC 0028 185 045 0010 0019 1892 925 0007 007 Ti034 AW — 575 40 —  98%Ar+2%0; 1 i# suitsblo for wolding structurcs mado by oty
cam347 PSR @gﬁﬁg @3 85 pAL DC 052 181 051 0008 0021 2001 1001 0006 010 Nb0S9 AW = — 585 39 A0 R B e L i enkic
AWS A5.9 BR409 EY, . _ _ _ _ : e . :
CHM-409 e EN 90 ikt hanio OiH DC 0034 029 023 0003 0021 1232 026 004 0061 Ti006 AW 97%Ar+3%02 Particularly for welding thin sheet in exhanst system of automobile.
A0 ERAL = PWHT
CHM-410 ﬁﬁ? Si8 OlH DC 006 047 038 0012 001l 1290 020 003 017  — gereia 540 35 —  98%Ar+2%02 Suitable for welding Cr13 stainless steels.
CHM BsAﬁ“I:rSISAgs]%ﬁamfg 13 4 EYV, DC 0013 066 050 0008 0011 1285 479 0630 0.021 b 850 17.5 T 98%Ar+2%02 sch 5 OCEI3N: 15Cr13 ORCe1Y and OBCrI3AL 6.5 ¢ rotating
- ! : : 1 i : ' ! : as .
FA10NIMo b o ENTSO 14343-B-8S. (410NiMo) Ol H 50Cx1h 735 Cika wheel of hydranlic tusbine, vaives or pumps. .
) AWS A5.14 ERNiCrMo-6 EY, Cu0.07 Fe 1.46 Ar+30%He Mainly for welding Nickel base alloys. Also it could be used for
CHM-NiCrMo-6 TIS Z3334 YNICiMo-6 Ol H DC 0006 260 037 0002 0015 1512 Balance 580 o ‘0e w133 AW 410 675 37 -196C 150 0200, Dproblom alloys, copious sooling stodls and dissimilar metals.
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Chemical Composition of Wire (%)

Item Code Diameter (mm) AWS A5.2 Application

C Mn Si S P Cu Cr Ni Mo Al

Standard =0.08 =0.50 <0.10 =<0.035 =0.040 =0.30 =0.20 =0.30 =0.20 =0.02

Filler metal i Iding for mild steels especially for steel sheets,
caw-a1 2.0-5.0 R45 Typical 007 04 0.018 0.011 0.014 0.04 0.04 0.02 0.01 0.01 RCRCEL SR SH A Wokg Siecle sepectatly

Standard 0.04-0.14 025-0.60 <0.10 <0.030<0030 _ — . <035 CHF43 F__DCorAC AWSAS17FSAUELL2 2 -0 %0 0‘3@
Typical ~ 0.07 040 0018 0011 0.014 0.10 CHF501 F DC'orAC AWSASI7FIAZELI2 AW 425 530 29 0 70 speedwemmtﬂmphm, ‘ﬁ
T 450MPs-
Typical 0066 088 0022 0013 0010 002 0021 0.075 CHF103 F  DC'orAC AWSAS.17FGA4EMI2 AW 360 480 31 40 110 %m e
Standard 0.10-020 1.70-220 <0.10 <0030<0030 — — _ <035 CHF101 F__DC'orAC AWSASITFIAVEHI AW 440 330 3020 150
Typical ~ 0.13 187 005 0011 0013 0018 0015 0.020 CHF105 F DC*  AWSAS.I7FIA4EHI4 AW 430 510 28 40 120
Standard 0.10-020 1.70220 <010 <0.030<0030 _ e — <035
sl i o | lane | oo ae 0.16 o CHF102 F DC*  AWSASITMFASA4EHIA AW 475 575 27 40 119
Standard 0.06-0.16 0.90-1.40 0.35-0.75 <0.030 <0030 _ = = <035 v
e oon . e R S e CHF101 F DC'orAC AWSAS.17FTAUEMI3K AW 425 535 32 20 110
AWSA5.17EHI2K  Standard 0.06-0.15 1.50-2.00 0.25-0.65 <0.025 <0.025 — = = <035 ”
AWS A5.17 EH1IK ~ Standard 0.07-0.15 1.40-1.85 0.80-1.15 <0.030 <0030 — _ <035 _ _ _ — — S T
CHW-S6  BS1SO14171-B-SU31 Typical 0.08 149 084 0009 0.014 0.18 an
CHW Standard 0.05-0.17 1.65-220 <020 <0.025<0025 — = lnasass Sxadn s T CHHOLD T T B0 ANV INHEDLAR N LS R RS ) """"
R Typical ~ 0.070 170 018  0.007 0.010 0.020 0.52 0.11 CHFI113 F DC*  AWSASZ3MF62P4-EA3-A3 PWHT 620CX1h 600 690 24 40 60
ﬂ-m
] Mo Standard 0.05-0.17 165220 <020 <0.025<0.025 — 045065 <035 PWHT pass weldi 2
! ‘&%‘ Mo e “0on” "THY S TN S0 5065 <035  CHR6H F  DC'  AWSASEMEQBMEAMAD sginiiysy 550 650 26 30 60 éﬁfs’-"ﬁ %7.,.1 i
LT Ty mllmu
Standard 0.05-0.15 0.40-0.80 0.05-0.30 <0,025 <0,025 225-3.00 _ 0.90-1.10 <035 PWHT vessels of micles mmu,qum
Typical 0.090 080 015 0010 0011 26l 100 0.10 CHF603 ~ F  DC"  AWSASBMPESSZEB3BS 6901Cx4n 475 50 22 25 85 ¢ i.'.....
] ' Standard 0.05-0.17 1.20-1.70 <020 <0.025<0025 — — 045-065 <035
130 1 Mo Topical 008 130 030 000 0011 e o CHFI01GX  F DC'  AWSASOMPSSA3BA4A2 AW 540 630 24 30 80
. ‘.ﬁk 4
B8 EN Standard 0.05-0.17 1.20-L70 <020 <0.025<0.025 — — 045065 <035 PWHT
t 'ijﬁi ‘f!&% b e e VTAT S s et ;s | om0 e e CHFI01CG F DC'  AWSASOMFE3EACM sg0Cx25n 535 630 26 30 85
R mgﬁ?ﬂi%ﬁm Standard 0.10-0.18 170240 <030 <0.025<0025 —  070-L10 040065 <035  CHFI05 F DCorAC AWSASEMEonERE EVET. 6o s | o3| 50 %
o SO 14171-B-SUN2M31 Typical 0.105 180 018 0.006 0012 0.020 0.83 0.62 0.15 620C X1h i
Standard 0.07-0.15 0.45-1.00 0.05-0.30 <0.025 <0.025 1.00-1.75 0.40-0.65 <0.35 PWHT
CHW-S1l ~ AWSAs23MEB2  “FoCe 0070 _ serefor kel e A e CHF105 F  DC'orAC AWSASBMESSPREB2BY g90'Cx1h 490 570 25 30 100
Typical ~ 0.08 106 022 0014 0016 O - 0.10 CHF301 F  DC'orAC AWSAS5.17FIAOEMI2K AW 430 540 28 20 70
Suitable for welding structures made
Standard  <0.13  0.60-1.20 0.05-0.30 <0.020<0.020 <0.15 3.10-3.80 __ <0.35 PWHT
Typical 0,09 ) 015 0.000 o001 003 3,45 0.12 CHF105DR F DC"  AWSAS3MF4SPT-ENBNB 620°C % 2h 480 560 28 -70 80 mmwsﬁfy
. Suable fr s mad by SOV e
; Standard 0.10-020 1.70-220 <0.10 <0030<0030 — = = <035
5 Typical 010 %5 o) o00e. 000 o016 0037 018 CHF101 F DC’ AWS AS.17FTA4-EH14 AW 415 520 32 -40 120 mmhfummﬂwﬁu
M Suitable for strochures 450MP2
EN 756-52 Standard 0.06-0.15 0.80-125 <0.10 <0.030<0.030 — = _ <035 + """"” iy
q‘& el GOn0AS 0RMAE SGJ0 SUReSIEN ome | ol o CHF101 F DC"  AWSAS.ITFGAZEMI2 AW 355 460 30 30 150 migmtm i £m3u
3 Standard 0.05-0.17 0.95-1.35 <020 <0.025<0.025 — 045065 <035 PWHT
ety el e bl & i CHF101 F DC"  AWSASHMFSSLBAZA4 g0’ x1h 560 660 26 20
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The famous trademark "ATLANTIC"
was registered in 1950 and it is awarded
the "Well-known Trademarks in China". mANT IC
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 Chemical Composition of Deposited Metal (%, Standard or Typical) ~ Mechanical Propertes of Deposited Metal (Standard & Typical)

CHF101/CHW-52 Al _ﬁé% siered DC'orACSEREH (046 [1s 018 o014 ools ook oon T oo AW 330 0 3B 0 T e oMaCa, o Wil for g LR ylnde e CCS, NK
CHF101/CHW-S3 pe! é:%%%%%}n sitered DCorACTEHE (00 T60 o032 o010 oo oots oo — ook AW 00 A0 BB O T e i vdge prsuo vl s el o e sures. O %]%BABS
. W&) : DCaAcSmd — = = = = = = = >400 520680 322 -400C 327 tensile sewongh siocls, such as shup malls, briOges, preseure =
CHFIOUCHW-S3A _ISG I411TA5 58 Sintered Typical 0067 180 025 0008 0020 0002 0.5 00ss AW 485 585 27 92 yessels, as well as H-beam structures. This combination was
CHF101/CHW-54 ‘@ﬁ% 7%% Sintered DC”or AC Sf}ﬁm“‘“"fd 0050 126 077 0015 0024 0002 0004 0001 o110 AW a0 48060 Z; Q527 s sl m&%m yta i g -
CHFIOUCHW-S5 150 14171B.S 49A% FB 8042  Siatered DC’orAC Sﬁ';d&d 0056 195 085 0011 0024 0020 013 0001 0000 AW il ~ A el T m mm@% i e -
crovervs SHA g‘mﬁ% St DCorACSREE o oo ome ow oo omo oo VT PR OGR 3y wgey mEteEnGcTRCIERRa -
4-Ad MPa-650MPa

SHEIREATEN o m LAS siered DC'orACSENCR! (060 152 040 0006 0017 0060 0080 0350 0220 600xin sa a0’ . T m Iﬁ?f:ﬁmm%mmmﬁw -
CHFIOUCHW-S1 ~ AWSAS23MFSSPUEB2B2  Simered DCoraCSEMamd o 0 o o w0 —  oaw om0 D, g0 ssgr0 >0 0,227 i oo Wmlm T:’ : smm =
CHFI0L W S1 Wf g?f %%M% siered DC'orACSEREH Goss 130 030 oon oo om0 ool T oo AW 30 HxE0 Zp 40 B7 mm&mw pymild stelandlow 1% BRV. NR
SIS m&% sitered DC'orACSEREH G065 131 040 0006 oor T T 040 0100 eexim se e a6 2% m:&mmd?m %"“ﬁ% -
CHFIOICGICHW-S90G ~ AWSAS23MFGPYEA4A4  Sintered DC'orACTEREH 0500 15) 038 0006 0012 0060 0080 0350 0220 S80Cassh 535 630 26 0Gs™0 SRiied torm has highes low srsperosuts topghmens - -
CHF101GX/CHW-59 ﬁﬁﬁ%m sitered DC'orACSEREH (070 [16 047 0010 ool2 om0 000 0350 o010 AW g0 S0 3P S0GSw b mm%mﬁo &"ﬁ‘ﬁ?ﬁ B
CHFIOIGK/CHW-SG  DGSK 1101.51-2004 simered DC'oraCSEHEN SO SEE DU T06 008 0% T oo oo AW T’ TGP 0G0 KéRelprelding e lines Rbricated by steels of =
IS SIS oy  smesa DCoAC oo D s oo om0 om0 s oo AV 0GR P wgee ani ﬁmmﬁﬁﬁaﬁﬁim%ﬁ? -
CHF102/CHW-S sﬁv gﬁf&% gg) Sintered DC”orAC Sﬁ‘;d&d 005 172 037 00l 000 0012 0006 —  oos AW AP 460 =2 40C 227 m% mm el mﬁ;m -
CHF102/CHW-S3A. sg Fﬁ;ﬁs 3&%} Sintered DC"or AC sm 0066 190 032 0007 0018 0150 < 0050 AW o | et B | NS e miﬂfﬁfmﬁ%;g LR
CHFIONCHWSI0  AWSASZMFSSA4EFSF3  Simered DCorACSERME (oce o5 053 oor oois oo 121 — ot AW i OG0 Bl MGV %%WW LR, ABS
CHF102A/CHW-SG AWS A5.23 FTA4/EG Sintered DC' or AC Smndafd ia e ke Dod | eiisl N o | — oo AW ;;335 4923‘360 ASZ%ZO 40'(1:40;27 Suitable fmwﬁd&m m w o
T I E
CHF102SH/CHW-SH AW K533 PIPAEG simerd DC'orACTEREN (hcc 135 035 0005 0010 020 0150 — 0070 coolizn A0 BB O e e e o i, -
CHF103/CHW-S2 Mi@ﬁi AFD %ﬁ Sintered DC”or AC sm 0070 095 020 o014 o007 ook ool0 —  ozi0 AW g0 A0 ZR A0 2 3uch 30 oflrs, kg, pesmro veasks, 35 el 5 £ e -
camomows:  © BOIESATRL  smew DCwAcTEE Gy 1o 03 gon cos T T o AW D SN0 3p W02V el ewmominsofeioegiid  —
CHF105/CHW-S3 B&%%‘?fg%%@éﬁ Sintered  DC’ sm 0065 125 035 0009 0015 0010 0034 < 004 AW 30 510 %%2 40'?20:}27 e suggm mmmwswmssMa -
SHEISSCHE-B ﬁiﬁsﬁ %%gﬁ smered  DC FREH Go6s L1z 054 0005 ool 0080 0060 0340 o010 AW a0 R0 30 S0GW m@&m%%ﬁ? -
CHF105/CHW-510 %%4%3%{&?6% simered  DC' TN (070 142 045 0008 0017 0060 0710 040 0190 eoewin eyl a0 G Eﬁmﬁm%ﬁ“ -
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 Chemical Composition of Deposited Metal (%, Standard or Typical) ~ Mechanical Propertes of Deposited Metal (Standard & Typical)

s.ﬂmbleforwaldingmmﬁbﬂ by 1.2Cr-0.5Mo

CHFIOSICHW-SIL  AWSAS2MFSSPYEB2:B2  Sintered Do Sl o o3 o6 oot Lo — om0 ome epEFn SH0 seI0  =n 0 30 7 Eﬁl bymfsc&ﬁ;ﬁfuﬁ”?_ Ty _
i ggtﬁf ‘ﬁ;:‘:&ﬁ?ﬁ; simered  DC ! G050 100 030 o006 o013 T 2800 — om0 e0Ckzm as e o 07 Eﬁ?ﬂﬁn w@ﬁﬁmmff%m% mm —
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CHF113/CHW-S7 ,%%ﬁ;g;{m simered  DC" SEMEL C00 179 029 0010 0018 050 0420 0110 600nin el Teenl By TS Mmoo male by SO e shongh o alloy sk yhich —

) B

CHF115/CHW-S7 %}ﬁﬁ%ﬁ%% simered  DC' FN (060 [s0 025 0008 0015 050 T 0450 0150 60CKIR ea Ol 0 B0 T e e e b e B S b —
e m%‘é%ﬁ ‘%ﬁ Fued  DC' P o 116 o045 oo o013 T — o030 om0 AW e S0 330 20T, =27 m%&mMTmmm -
CHF260/CHW-308L GB/T 17854 F30SL HO3C2INil0Si Fused ~ DC'  Spndasd SO03 100230030065 <008 S00319502200.000.00 U1 S90°  aw oe Sl 235 25T 360 Forwelding stractscs made by low carbon CriSNiS stainkess -
CHF26H/CHW-STCG ~ AWSAS23MF62P3/EA3-A4  Sintered DC’orAC Sﬁ';dgld 0051 141 037 0007 0012 — 0490 0120 5800%25h sk’ e S0 [T o e ﬂmm:&%%%mmm -

s sﬁv AT BSd %&u Sintered DC”or AC Sm 008 08 058 0015 0024 = — o060 AW ;.;.220 e || S | aﬁﬁ%ﬂ —_ -

CHF301/CHW-S12 sﬁ:‘” 5§2§§§§;§l simered DC'orACSERCEH!  ocy 130 075 oo0 oms o020 oot0  —  ooso AW a0 Y80 3@ 20, 327 Sulble e ommg iy e Lo -

SHESI Y I§§g%§?i_§:%;%§;ﬂé_m smered DC'orACSEREN G050 113 am oo oo ooz oo — om0 AW e 0 B 0 T e o aey siesis o bosers LPG ofndent e,

o A"g%ﬁll gfg%z;MEsHlM Fused DC'orACSEREH Goss 139 o4 ocon  ome oo ool0  — oo AW a0 0 FP OO R e oy et e Dolor, pressae vessgie T 0

CHF331/CHW-83 mﬁ%@—?ﬁ% - Fused DC orAC Sﬁm‘i 03?0 1.—40 (Es 0513 0;20 — — _ 0:10 AW a:ltgo 4832-?0 :}2%2 -?.(i‘t:_m =27 gghw&d& m made by 450MPa tensile strength mild —

SO AF%N Alg ﬁ g{ﬁ@ﬁ Fued DCorACSEMEM o = o e 00w oM ome — ;AW R0 4SS0 >m 200 327 Risused forstructures made by 450MPa enslesrengtmld

CHE43/CHW-S1 WS e L RGA S L2 Fued DCorACTRE (o5 100 a3 oo oms T T T omo AW g i AT g B B e ey swel o s sistues i s socn, GLLBV, DRV XK

CHF43/CHW-S18 AWS A5.17 F6A2/ELS Fused DC'orAC %,1;{"“:31 0056 108 035 002 0026 — — — 02 Ay || aRt | el AT #3 o g e, ot o et sy =

CHF501/CHW-S1 mﬁ%{% sgi% simered DC'orACTERCH (o0 o6 056 oom o8 T —  —  oa0 AW g R0 B O T e s iy s ms o Lk et g e e

CHFSOUCHW-2 ~  AWSASITFIAZEMI2  Simered DC'orACTEREH (o0 150 058 oooe oo o0ms ools ooon  oir AW s 0 3B O T e e b e b iy o, T

CHF6OU/CHW-308 ~ GB/T 17854 F308/HOCR2INi10  Sintered ~ DC' Sgnderl o, o0 000 oo Gas 1020 942 — - AW — %520 =30 —  Formolding srctares mado by Cr18Ni8 stinloss elecs of —

CHFG0LCHW-316 - simered  DC" PR 05 186 067 0013 oms 1780 1130 210 000 AW - G X S e e -
SEERRALRT IR 7 bt swered  DC TEHEN 015 116 0e o015 o010 2360 847 349 o1 AW e OB G I e ot mds oty o oy g ks,

CHF60JCHW-SS ~ AWSASZMF4PZEB3B3  Smtered  DC' NS 000 070 Glo goos oon1 200 080 o120 eoern sib wo” 2 PG bt b esdhinr b Sl bl o SRS =

2L L ﬁ‘i“ﬁ%ﬁﬁ%’ggﬁ Simtered DC'orAcSfndsd Sl 76 095 oos  ools - —  omo Aw  FHY  HpE0 =; 00 2y mwwmﬂ?ﬁm%?mmmm -

SHITIRGIRSS. & ?@ﬁ%& Swmered DCorACTEREN (o {5 0smt ooz oos —  —  — o AW g ¥HP0 P W0 ST = =




© ABBREVIATIONS

ABBREVIATION OF STANDARDS (AR #ERS

AWS American Welding Society xEREHhSFE

BS British Standards ERESER

CSA Canadian Standards Association hmEkiEEh2ERE

CWB Canadian Welding Bureau n&EAXBER

DIN Dectsche Industrie Normen #EEITEkERE

EN European Normen Bk S

GB Chinese National Standards Ll 1k 2

ISO International Standard Organization HiFRH A S RE

JIs Japanese Industrial Standards H A& Tk
ABBREVIATION OF WELDING RBiEZiAEFS

AAW Argon Arc Welding E e g

co,wW Carbon-dioxide Gas Shield Arc Welding — MRS ERPRKE

ESW Electro-slag Welding [:: R

FCW Flux-cored Wire #HiEBs

MCW Metal Powder Cored Wire sRBERE

GMAW Metal Gas Arc Welding BB ERPARIE

MAG Metal Active Gas Arc Welding SR EESERDRINR

MGAW Mixed Gas Arc Welding ReEkREPaNE

MIG Metal Inert Gas Arc Welding AR SRR R

SAW Submerged Arc Welding HaR

SMAW Shielded Metal Arc Welding

(Manual Metal Arc Welding) FITHRNE

TIG (GTAW) Tungsten Inert Gas Arc Welding MBS R RIR
NOTATION OF WELDING POSITIONS BiEIEiFT

F Flat Welding or Downhand Welding I

H Horizontal Welding s

HF Horizontal Fillet Welding wmE

OH Overhead Welding mig

A" Vertical Up Welding Fy_E oy

vD Vertical Down Welding ) F iR
POSTWELD CONDITION E#EX#CRE) &4

AW Ag-welded oF

PWHT Postweld Heat Treated B b

© DIMENSIONS OF STANDARD PACKING FOR WELDIN(

For Carbon Steel Welding Rods (L XWX H mm)

300 308X 83X60 325X256X95 980X 770X720
350 358X 78 X353 375X228X90 1200X 750X 600
400 408X 72X 52 425X224 X 84 1200X 850X 570
450 458X 72X 46 475X200X83 1000X950X570
500 508X 65X52 525X224X77 1120X1050X 540

For Stainless Steel & Cast Iron Welding Rods (L XWX H mm)

250 270x66x50 295X346 X113 1040 890
300 320x66x42 345X348 X97 1050X 1040
350 370x66x32 395X344 X84 1030 X790
400 420%x66x30 442 X346 X 74 1040 X 890

Carbon steel welding rods on pallet
5kg / box / shrink wrapped,

then 20kg (4 boxes) / carton,

last 1,000kg (50 cartons) / pallet

For Spool Packing of MAG/MIG Wires (mm)

20kgs/Spool 295X 290X 105 1,200kgs (60spools) 1,160 X 860X 670
15kgs/Spool 265X 260X 105 1,080kgs (72spools) 1,080 X760 X 800
15kgs/Spool 265X 260X 105 900kgs (60spools) 1,080X 760X 690

Remark: Wires are precision layer wound on spool

= . e
(1114 e
Specification of Spools for MAG/MIG Wires (mm)

Material Plastic

Plastic =~ Metal Wire

kgs/Spool

20kgs

k1 K2 K3

For Kraft Drum (Pail) Packing of MAG/MIG Wires (mm)

15kgs 20kgs

350kgs 660X760 700kgs(2Drums) 1,360 X 680X 900
250kgs 520X800 1,000kgs(4Drums) 1,050X1,050X930
Im 520X 520 WW) 1,050X1,050X650 MAG / MIG wires in dram (pail)
250kg / drum, then 1,000kg (4 drums) / pallet
350kg / drum, then 700kg (2 drums) / pallet
© DIMENSIONS OF PACKING FOR SAW WIRES
Packing for SAW Wires (mm) E=—

A 420 400 840 890

Dimensions B 90 90 180 180
Cc 310 310 640 640
Dimensions of Carton 435X435X100  410X410X100
Dimensions of Pallet (Crate) 950X950X 1100  880X880X850 850X850X500 880X880X500
D760
N:'.-'ll

Material

HEIK
-]
1

K4
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v

&

Specification of Reels for SAW Wires (mm)

Wooden Steel

Weight of Wire

200-250kgs

200-250kgs

K6 K7






