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Brief Introduction

BRAGETVEENRY, BRIRI—ENNIOREHFRREL.
SNBEFNSNEMNEANRESE, THOBETZORRE 2.
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#, SR LEESHRSHYL, BRIENIIHAFERSIR00F
ft, BHTRERAPERTAALZ, W, £7ES.

Bl "S- RRE. RENEVERE. EREUES" 6
3s. XEFERNM, BF. BF. iR, B8 Bk, EHEE
F{TWEI KEFPRHETXRONTRRES, FE8HHE_1+STERA
X, mETEANE/HN—BET.

HRENLHESFNFEIE, REER.

Best Strong Corporation is a export-oriented high-tech enterprice which
is engaged in welding material industry with integration of R&D, manuf
aturing and trade together. After years of effort we become a profession
al research=production unit with strong technical strength and advanced
producing skill.

Our product mainly include welding electrode for carbon steel, stainless
steel, low alloyed steel, surfacing, heat-resistant, low temperature appli-
cation, and varrious kind of welding wire such as gas—shielded wire, flu
x-cored wire, submerged arc wire, argon arc wire etc. The product cove
rs 400 varied types, meanwhile we can also develop and produce new s
pecial welding material according to customers’ requirement.

With ours advantages “Outstanding produet quality, Good enterprise repu
tation, Convenient business service”, during this years we supplied large
amount of welding materials for customers in industry of Machinery.bu
ilding, metallury, bridge, ships, Petroleum & Chemical, Pressure Vessel
etc. Our product is popular in more than 20 countries and regions and
wins customers® approval and trust.

Sincerely welcome customers cooperate with us and gain mutual develo
pment in the future.
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Carbon Steel Welding Electrode

THARESR
Stainless Steel Welding Electrode

ESemMeRs
Low Alloy Steel Welding Electrode

Heans
Cast lron Welding Electrode

Wi s
Surfacing Welding Electrode

SkiRirER
Gas Shielded Welding Wire

BHoas
Flux Cored Welding Wire

1930 49 £k
Submerged Arc Welding Wire

300 £k
TIG|argon arc) Welding Wire

BMRREIA
Welding Machine and Welding Tools




BEST STRONG WELDING

CLASSIFICATION
TYPE AWS GB JIs DIM
A5.1 EBO13 J421 D4313 E4332 R3
E6012
Riitile ET014 J501Fe E4321AR11120
J422 D4303
J502 D5003
A5.1 ET018 J506Fe D5016 E5154B(R)10
ETD16 J506 D5016 E5143 1310
ET015 J50T E5155 1310
Low Hydrogen E6015 J427
E&016 J426 D4316 E4343B10
EGD18 J426Fe
A5.1 E6011 J425 D431
Cellulosic E&010 JA421X D4313 E4343C4
Pipeliner E6013 JAZIX
ET011 J505
E7010
AS51 EGD24 J4Z1Fel6
ET024 J501Fe16 E5142RR11160
Iron Powder ET028 J50TFel16 E5155B( R 2160
ET027
E6027 J424Fe16  D4327 E4354AR11160
CLASSIFICATION
. AWS GB JIS DIM
A5.5 ET015-G JSOTCrNI D4313 E4332 R3
E7016-G  J506RH
ET0M10-G JS505G
PR e ET018-G JS0BNI E46 6 MniNIi B 32H 5
ET010-A1 JS505Mo
E7018-A1 H4R
A5.5 EB05-G JS5T D5316 EY5066NIMoBHS
EBD18-G J558
550MPa Grade EB018-G J558
E8018-C3
A5.5 E9015-G JEOTRH
600MPa Grade E9016-G  JBOGRH
ES018-G
A5.5 E10015-G
E11018-G E5142RR11160
ERRNER S E12015-G E51558( R )2160
E12018-G
CLASSIFICATION
i AWS GB IS DIN
AS5.5 ETD15-A1 R10T DT1216 EMoB10+
ET018-A1 R108
Heat Resistant EBD15-B1 R20T
EBD15-B2 R30T DT2315 ECrMo1B10+
E9015-B3  R407 DT2415 EcCrMo2B10+
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BEST STRONG WELDING

CLASSIFICATION

TYPE AWS GB 1S DIN
A5.4 E308-16 A102 D308-16 E199R26
E300-16 A302 D309-16 E2312R26
E316-16 A202 D316 E19123R26
E310-16 A402 D310-16 E2520R26
E309Mo-16  A312 D309Mo-16  E2312R26
D E347-16 A132 D347-16 E199NbR26
T E310H-16
AC/DC E308H-16
E410-16 G202 D410 E13B20+
E308L-16  A002 D308L E199ncR23
E36L-16  A022 D316L E19123ncR26
E309L-16  AD62
E347L-16  ADD2Nb
E309MoL-16  AD42
A4 E308-15 A107 E199826
E309-15 A307 D309-15 E2212B20+
E316-15 A207 E19123B20+
Low "gc"""“ E310-15 A407 D310-15 E2520B26
E309Mo-15
E410-15 G207 E13B20+
E347-15 A137 D347-15 E199NbB26
CLASSIFICATION
e AWS GB JIS CN MARK
D102 EDPMn2-03
D107 EDPMn2-15
= ":I’:m';"w D112 EDPCrMo-A1-03
eabl D172 EDPCrMo-A3-03
D207 EDPCrMnSI-15
D212 EDPCrMo-Ad-03
EFeMn-A D256 DF-MnA EDMn-A-16
High Cr-Nin Sleal EFeMn-B D266 DF-MnA EDMn-B-16
Alloyed D322 EDRCrMoWV-A1-15
Refractory Steel D317 EDRCrMoWV-W3-15
High Cr Steel DE-ME D276 DF-ME EDCrMn-B-16
Alloyed Cast Iron D608 EDZ-A1-08
Tungsten Carbide D707 EDW-A15
CLASSIFICATION
WAL AWS GB JIS DIN
A5.A5 Eni-Cl Z308 DECNI
Ni-Cored ENiFe-Cl 7408 DFCNiFe
ENiCu-B 2508
CLASSIFICATION
i AWS ce s CN MARK
ET015-G W607 E5015-G
WTOT E5015-G




E6013

#%4&: GBE4313
HYy. J421

e 2

Carbon Steel Welding Electrode

iR OB 2IEFUSBHEEIRNARRNRRES, THRBA, MiiTeaRR
i, RIEERY, BSE0LES.

A it IREERNEGH, FHERTHHIEEERENERRMAFNEME.

Description: 1421 is a carbon steel rutile type welding electrode with Titanium oxide coating.It can weld
in all position and can used AC/DC, along with the excellent welding perfermances such as
stable arc and easy arc-restrike,

Application: Suitable welding of various kind of low carbon steel structures especially suitable applies to

steel sheet,small parts short joints as well as surface finish required welding etc.

HBCE LA (%) Chemical Composition of Weld Metal (%)
# (C) i (Mn) it (Si) # (8) # (P)

=0.12 0. 30-0. 60 =035 =0.035 =0.035

HiE ML Mechanical properties of weld metal

ST P s it R e ki
Test Item Tensile Strength ¥ield Strength Elongation Impact value
Mpa Mpa % (J)-30C
L
W =420 =330 =2 =47
Guaranteed
gk L
—— 490 400 27 60
Tested

XUt |3 X-ray radiographic inspection: | grade

B Recommended Current:

A& 2.6 3.2 4.0 5.0
Woeld rod diameter

Hl =B Hi (A

WAL () 55-95 90-140 140-200 190-240
Welding Current

-4-




E7018

& GBESD1S
$HY. JS06Fe

{EEIg &
Low Hydrogen Welding Electrode

iR BA: JS06FeRBBHESWANEMEWMIES, THMAA, WiHiT2oRRE. A
HEARHHEEASY, THAVEREN.

" it ERATERAEELSESSTEEE, 0 16MnE,

Description: J306Fe is an iron powder low hydrogen potassium electrode.lt is used on both AC and DC
in all position. As the electrode coating contains iron powder,it can carry out efficiency
welding and can reduce welding layers.

Application: Suitable welding carbon steel structures and cerain low alloy structures, such as 16Mn etc.

e s (%) Chemical Composition of Weld Metal (%)
# (C) # (Mn) & (5i) W (S) ¥ (P

=0.12 =1.60 =0.75 =0.035 =0.040

HiBE W ML E Mechanical properties of weld metal

b Hh fi o A e HEfp A Mt
Test Item Tensile Strength Yield Strength Elongation Impact value
Mpa Mpa 5% (J)-30°C
{i ik ff
=490 =401 =22 =47
Guaranteed
LR L
A 520-580 460 24-30 50-180
Tested

R R <8, oml/100g ()
Hydrogen diffuse of weld metal: =8, 0ml/100g (glyvceric method)

X R aieh: | i X-ray radiographic inspection: | grade

BXHMH  Recommended Current:

ﬁﬁm& 2.5 3.2 4.0 5.0
Weld rod diameter

58 25 el 3 ()

L (4) 90-120 120-150 170-200 210-250
Welding Current

5




E7015

#&-. GBESO1S
#HY. J507

EERE
Low Hydrogen Welding Electrode

i B JSOTRESEWMBEHEMNRNGES, RRERERE, THITEAESE, RER
SFRIER W R R

R i AP ERS S, 10 09Mn2Si,16Mn,09Mn2V % .

Description: J507 is a Low hydrogen sodium coated type carbon steel electrode, provides excellent
welding performance such as good plasticity and toughness,as well as crack resistance. it
can be weld In all position on DC reversed.

Application: Suitable for welding of medium carbon steel and certain types of low alloy steelsuch as
16Mn,09MnSi 08Mn2V etc.

HfcE b F s (%) Chemical Composition of Weld Matal (%)

iy (C) i (Mn) &E (Si) & (3) W (P)
=0.12 =1.60 =0.75 =0.035 =0.035
B B Mechanical properties of weld metal
i 1 FLe i HE ek R 3 kS vl fi
Test Item Tensile Strength Yield Strength Elongation Impact value
Mpa Mpa B {J)-30°C
{4
' =490 =400 =0 =27
Guaranteed
-fEES
545 450 27 80
Tested
e Y M . 58.0ml £ 100g (i)
Hydrogen diffuse of weld metal : s8.0ml / 100g (glyceric method)
X ObepEeh: |3 ¥-ray radicgraphic inspection: | grade
LXK Recommended Current:
ﬂiﬁﬁ {mﬂ 2.5 32 4.0 5.0
Weld rod diameter
e s T
.l %.Hm{m G050 90-120 140-180 170-210
Welding Current
SRR, 1. BRI R SR 350T A TRLES 1 . REERRGN
2, WIEWOHR R A, A8, A5 S i B
3, BEE SN MR . LL%T R BT
Mobes: l. Eleetrodes sust bo Baked for | hour a1 3507T belore welding
2. Weld base must be cleaned up rusty, grease, saier amd other impurities before welding
3. suitable wolding with short arc and beasd weld operstion

G-




E6011

#&: GBE4311
HY. J42s

S RBNRFE
Cellulosic coated Welding Electrode

i OB MSESERWMIGEMIIE T ERERES, THKAA, THTEARE
i, AERENESR, umTRENIENR, BIlBESNA.

M it EATMREHMAITE, AEREEESIEATRE, Wi, HREEN.
Description: J425 is a cellulosic potassium coated welding electrode specialized in vertical down weld
position. It can used on AC/DC, along with the excellent welding performances such as

stable arc and moulding beauty on vertical down application,high welding efficiency etc.

Application: Suitable butt / fillet / overlap welding of steel sheet typically applies to pipelines, bridges,
ship-building etc { Power station flue,air flue tank of transformer for example )

el b5k Sr (%) Chemical Composition of Weld Metal (%)
B (C) & (Mn) EE (S0) B (S) ® (P)

=0.12 0. 30-0. 60 =0.30 =0.035 =0.035

e e HL B e Mechanical properties of weld metal

6 4 X 1 fridin e Jei il 15 EatiE kil
Tast ltem Tensile Strangth Yield Strength Elongation Impact value
Mpa Mpa % [oc
i =420 =330 =1 =27
Guaranieed
i 480-580 390 2226 105
Tested

X et 1 & X-ray radiographic inspection: | grade

50 Recommended Current:

1 4 P14 (om) o i 4.0 5.0
Weld rod diameter
2l ()

AR L (A) 30-50 70-100 90-140 150-200
Welding Current

-7-




E7014

& GEBESD4
#HY. J501Fe

BEIRF

Iron Powder Welding Electrode

i BA: JS06Fe B M ML SL BB R BRIIR S, X HIRAA , MM ERT, & 110% |
A#iTEERE,

A it ERTFRAENLEERSEWMOSE, 0 16Mn Fi0, FREIHEN.

Description: J501Fe is an iron powder Titanium oxide coated electrode. it is highly efficient deposited
when welding because of iron powder contained in electrode coating,

Application: Suitable welding carbon steel structures and certain low alloy structures,such as 16Mn etc.

PG RS (%) Chemical Composition of Weld Metal (%)
i (C) B (Mn) it (Si) B (S) ® (P)

=0.12 =1.25 =0.90 =0.035 =0.040

da ML EE Mechanical properties of weld metal

SR H Hido it S i b it
Test Item Tensile Strength Yield Strength Elongation Impact value
Mpa Mpa % {J) -30°C
St =490 =400 =17 =27
Guaranteed
-fHEE
g 520-580 450 17-26 50-100
Tested

T S A L <8 0md/100g  CHahik)

Hydrogen diffuse of weld setal: =8 0ml/100g (glyceric method)

XOehkeEDs: 1 @ X-ray radiographic inspection: [l grade

BAWH Recommended Current:

P2 T2 () 5 a2 1.0 5.0
Weld rod diameter

L5 e ()

T4 HLAE (A) 70-90 90-130 160-210 210-250
Welding Current

-E-




E308L-16

#4&: AWSE308L-16
Y. A002

TEHRIEE

Stainless Steel Welding Electrode

i BA : AD02 B £k $5 R ED f ) BB (R R 00Cr1ONI O SR HIIS & , LA B 4T U i) Fg vk fie,
ATEHRAER, RIEERT,

i:] i#: FFIEE IR E{RT 300Ca® M 0Cr18Ni9, 0Cr18NI11TiMFEEMEH.

Description: ADD2 is a super low carbon 00Cr18Mi10 type stainless steel electrode with Titanium

-calcium coating.It has good intergranular corrosion resistance performance.

Application: Suitable welding super low carbon stainless steel structures and O0Cr19NI11TI
anti-corrosion stainless steel with working temperature below 300 'C typically used for
equipment manufacturing of fibre fertilizer and petroleum industry.

HiR G bk Pk 4 (%) Chemical Composition of Weld Matal (%)

B (C) i (Mn) &E (Si) % (Cr) £ (Ni)
=0.04 0.5-2.5 =0.90 18, 0-21.0 9.0-11.0

Hilre B E Mechanical properties of weld metal

i 4 X 704 i HE e 2 M vl
Tast Itam Tensile Strength Yield Strength Elongation Impact value
Mpa Mpa % (J)-30C
{RAEE AT s - i -
Guaranteed
'ﬂ"i?.'.'ll-l
Tested

i e A e R A A O A B

The anti-corrosion performance and ferrite composition should be determined by buyer and seller.

BNl Recommended Current:

AT 2.5 a2 4.0 5.0
Woeld rod diameter

|5 37 (A
e (A) 50-80 20-110 110-160 160-200
Welding Current
PEEAI: L ARG R 10T 1 e

PR R LR R R L TR B BN
2L e e 0 L, Sl % G LT ey

Notes: I. Electrodes must be baked for 1 hour st 150C before welding operation
L Works om IC with ssall welding curremi ax pos=xible
K Anti-corrozion and Terrive compozition abowld e determined by buyer and ol lor

.




E316L-16

& AWSE316L-16
HY. A022

TR E
Stainless Steel Welding Electrode

i E: A2 ERHERHEMR{ERE CraNii2Mo2 R EEHIEE, RERIFSEM, SEh
BB, WEERAR, BEIEEERN.

M i#: AFRERR. SAARTAGFRARELNTHREN, TATFRETAE
HITHRGENETEALREE SRNRREE,

Description: ADZZ is a super low carbon CriBNi12Mo2 type stainless steel electrode with Titanium-calcium
coating. It provides excellent performance of corrosion resistance heat-resistance as well as
crack resistance.it can work on both AC/IDC.

Application: Used for welding equipment manufactruing carbamide fibre and similar types of stainless
steel structures.it can also used for welding dissimiliar steels and compound steels and
chromium stainless steels that is not available for heat-treatment after walding

Fld b E s (%) Chemical Composition of Weld Metal (%)
B (C) £ (Mn) Bt (Si) i (Cr) B (NI)

=0.04 0.5-2.5 =0.90 17. 0-20.0 11. 0-14. 0

e LML iE Mechanical properties of weld metal

B B Jed i i PEE HERE#E kil
Test ltem Tensile Strength Yield Strength Elongation Impact value
Mpa Mpa % (J)-30°C
i £ =400 - =10 B
Guaranteed
W e » i N
Tested

BN Recommended Current:

L4 LT (mm) o5 3.2 4.0 5.0
Weld rod diameter
425 e g

kL (A) T 80-110 110-160 160-200
Welding Current
GSERURE: L B SRR IS0 | ey

2. JEOTREND RN FUAE YR, Pl A vl
3. O o U e G L

MNotes: . Electrodes must be haked for | hour at 160C before weldimg operation
2. Works om DC with smsll welding current as possible to avoid insufficient
penictration by AC and electrode red-hot by large current.
3. Anti-corresionm and Forrite composition should be devermined by buyer and sol lor

-10-




E308-16

& AWSE308-16
#HEY. Al02

RIS R
Stainless Steel Welding Electrode

i B3 A102 BERES R B AYIRER Cr1oNN ORISR, RARFMHFERRARE
RrhiEnE, TXARAA, RIEERT.

B it AFMETEREET 300CHH Mk 0Cr18NI9, 0Cr18NI11Ti M) FREFMEN.

Description: A102 is a low carbon Cr18Mi10 type stainless steel electrode with Titanium-calcium
coating.It has good intergranular corrosion resistance performance

Application: Suitable welding of anti-cormosion stainless steel structures at working temperature below
300T (typically OCr18Ni9 , OCr1B8NI11TI),

s (%) Chemical Composition of Weld Metal (%)

#: (C) £ (Mn) BE (Si) # (Cr) B (Ni)
=0.08 0.5-2.5 =0.80 18, 0-21.0 9.0-11.0
el d ML Mechanical properties of weld metal
SRR it s i Pl g Efiha ki
Test Item Tensile Strength ¥ield Strength Elongation Impact value
Mpa Mpa % (J)-30°C
{ i i ~ san ) >15 -
Guaranteed
-fk ik L
Tested - N - -

L R e M L 0 e A (R A B

The anti-corrosion performance and ferrite composition should be determined by buver and seller.

BRI  Recommended Current:

ﬁ*ﬂ&{mﬁ 25 s B 4.0 2.0
Weld rod diameter

Ml eH

w4 B (A) BB R0-110 110-160 160-200
Welding Current

PRI 1 BRIV R 1S0TIRET | et

2 ORI U, PR TR R R AR . B i e

Marlga 1. Electirodes miust be haked for 1 bour at 150°C before welding operation

2 Uperate on IC as possible te avoid insulTicient penetralion, msearmhile welding

Current should b proper low so that olectrede won” t red=hot,

S1-




Z308

& GBEZNi-1
Y. ENI-CI

HieR
Cast Iron Welding Electrode

# B: ZOBRAMBLABAHEMMARE., KEXVEHRAR, AFEER
SHEAE, WmEENS, REMDEN, @MMENTESREFORETEMRE.

A it: ATEEROSGSWRERMIMmESH, MR, SE, SREENE
%

Description: Z308 is pure-nickel cored graphite type coated cast iron electrode. It can use AC/DC.It has
good welding tech performance such as stable arc,slag uniform,small droplet transfer,weld
seam moulding beauty etc.

Application: Suitable welding of important grey iron parts and repair welding for machining surface,such
as cylinder cover, engine bearer, gear case and machine rail etc.

HECE R ER S (%) Chemical Composition of Weld Metal (%)
B (C) EE (Mn) &k (S0) (NI % (Fe)

=2.00 =1.00 =250 =90.0 =80

BHNH  Recommended Current:

1% FL % () - v 1.0 5.0
Weld rod diameter

; o
it 4 LA (A) 60-90 90-110 120-150 150-180
Welding Current

PR L ST N R R e ek
2. VR R R e (] o, LR BB ol R T e AR O B
SRRt LI T AR D,
3. MRS B0C- 12000 SRES 1
Rotes: I. Hammering on welding scam to wipe of f the stress in soldering area, so can provent
erack happening.
2. Large current is prohibited in cast iron cold welding, in order to reduce impurities
in baze metal and lessen the width of weld heat-affecied zone, then enhance crack

resistance performance amnd improve machaining ablity.

A Welding rods should be haked at 80°C IWT for | hour before the operation

=12=




Z408

& . GBEZNiFe-1
Y. ENiFe-CI

Hiex
Cast Iron Welding Electrode

% BA: ZABEMBSERLAEIMNABYGHMNNSARIER. REEEEER, &
thiF, SRMEMKANE, BEEERR, BRENDENEH S,

A if: ATHESSEROSEEREHRGE, WRE, ZNE, EREF

Description: Z408 is Ferro-Mickel alloy cored ,strong reducible type graphite coated cast iron electrode. |t
has good welding performance such as high strength low linear expansion coefficient, slag

uniform _small droplet transfer weld seam moulding beauty etc.

Application: Suitable for important high strength grey iron parts and nodular cast iron, such as cylinder
COVer, engine bearer, gear case alc.

HECE AR ER S (%) Chemical Composition of Weld Metal (%)
B (C) EE (Mn) &k (SI0) (NI % (Fe)

=2.00 =1.80 =2.50 45.0-60.0 Rest

B2HNH  Recommended Current:

%% H % (un) 2.5 4.2 4.0 5.0
Weld rod diameter

i %

WAL (A) 50-80 20-100 110-140 150-180
Woelding Current

FEEEYEG: 0 REELATE S e 150°C S 1 )
2. JEOT i AR A o R

Notes 1. Welding rods should be baked at 150°C for 1 hour before welding operation

2. Use small welding current as possible

i [ I




Z508

& GBEZNiCu-1
Y. ENICu-B

HISR
Cast Iron Welding Electrode

#  B: ZSOBRMESEE (MR ) BEEIMMLBRHGEMHGMRE, RIZH
BTG EE F Z308; R BFE@mERA, HAMRRE, RERLEE
R, #TEATEHSMIMSE, BUATFRRLEERM ( 300CEs ) &)
OSSR RE. KEFTHRAA, BIRE, B#EFE.

i it: AFEEERT WK OSHR R

Description: Z508 is a Nickel-Copper alloy cored{Monel) ,strong reducible type graphite coated cast iron
electrode.lis processing performance and machining performance is close to Z308.08 is not
suitable for welding siress areas due to ils high contractibility rate lower strength of welding
joint less crack resistance, but can weld grey cast iron at normal temparature and low temp-
erature preheating (at 300°C or so),it works on DCFAC with stable arc and handy usage.

Application: Use for soldering arey cast iron pars which requires less strength.

Fela kP sr (%) Chemical Composition of Weld Metal (%)
8 (C) £ (Mn) iE (Si) (M) i (Cu)

=1.00 =2.50 =0.80 60.0-70.0 24.0-35. 0

B Recommended Current:

5 ELEE (o) 2.5 3.3 1.0 5.0
Weld rod diameter

T
e ALY 50-80 90-110 120-150 160-190
Welding Current

FEREYRS: 1 BT S e 150°C LY 1 Bt
2. PREEREEAREIGEI 0, RROONERICHE B 50 BE, G SE IR MR S A LU RS Y
L BRI P € 2 S

Notes 1. Welding rods should be baked at 150°C for | hour before welding operation
2. Narrow weld pass with its length no more than 50mm is advisable when welding, after
welding immediately hammer on welding seam to wipe of f the stress in soldering area

and prevent crack




D507

#&. GBEDZ-AI-08

RIS
Valve Surfacing Welding Electrode

W B3: DSO7 RIEEMABETEAY 1CH 3B MM MRS . HEME MY 1Cr13 RN &
W, HERRAEENTE, —BAREALE, BEHS), 71 750CT-800TIRN
k. Hhn#AB|900T-1000C S aih G AT RN, SERR TR R EE

A i AN RMENRAESE, AFERIEBERE 450 TUTHERANS MM
WMEMMF,

Description: D507 is Low-hydrogen sodium coated 1Cr13 type valve surfacing electrode. Surfacing
metal is semi=ferrite high Chromium steel and has air-quenched property,its hardness
is uniform and no need for heat treatment.it can be annealed soften between 750°C-
8007, and can be hardened afresh after airfoil cooling from 900C-10007T

Application: This is a universal type surface overlaying type electrode,it widely used for shaft and valve
which can be welded under overlaying work temperature below 450T.

HleE b Fedr (%) Chemical Composition of Weld Metal (%)
i (C) i (Cr) il (Mo)

=0.15 10.0-16.0 -

HEMLSTRE: HRC=40

Hardness of Surfacing weld layer: HRC=40

BAHUH  Recommended Current:

AR ELEE (am) 2.5 3.2 4.0 5.0
Weld rod diameter

HE L (A) 70-100 RO-120 120-160 160-200
Welding Current

FEBYCIG, 1. BUEETE S ER 250°C AR 1 BT
2. BUATERAS Ui REAE 300°C Bl L, UG HETT AN ) 30 A 2 W R A R O e

MNotes: 1. Electrodes must be baked for 1 hour at 250°C before welding

2. Preheat metal base up to 300°C hefore welding, after welding it can get certain

hardness by corresponding heat treatment.

-15-




D608

#4&: GBEDZ-AI-08

MRS
Surfacing Welding Electrode

i BA: D08 RABMBIKAVRMAHRHINNS. TEHRAA, EXAARBEEN
EEH, ATHESEANGALNS, Huii, BEHSE A5 e e
wEtE, MEDRETANEESRFHERED

" i#: FTATFREHME, 8 LiEaSRERNERSBRUDENENH .
Description: DE08 is chrome-molybdenum cast iron type electrode with tungsten coating for deposited
welding. It can be operated on AC/DC but better on DC.Because of chrome-molybdenum

carbid in deposit metal surfacing layer can have more hardness and anti-abrasion ability. 1t

has excellent anti-abrasion ablity to sand and ore.
Application: Suitable welding of anli-abrasion welding parts of agriculture and mining machinery etc,

el b SE ik gr (%) Chemical Composition of Weld Metal (%)
i (C) i (Cr) i1 (Mo)

2.50-4.50 3.00-5.00 3.00-5.00

HELREMENE: HRC=55

Hardness of Surfacing weld layer: HRC=55

EXH  Recommended Current:

94K EL 2 (am) 2.5 3.2 4.0 5.0
Weld rod diameter

i 25 i 5

i'f& B (A) 6000 90-120 140-180 170-210
Welding Current

TEEEE: 1. AMERT R IR 250°C At HERY | S, RESRRI R
2. BMEBPEUPFREA A 400°C-5000C, sESEH] T50T {RSEINEHEN — RSN, MG 8
3HERE AR AT I T, MiEE T
Motes: 1. Electrodes must be baked for I hour at 250°C before welding
2. Preheat metal base up to 400-500T when welding, or pre-deposited welding with J507
low hydrogen electrode then surfacing weld during high temperature and cool down
zlowly.

J hardfacing metal laver is not available for machining, only can be grinding.
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E8015-G

H&. GBESS15-G
Y. J557

Eee®WBEFK
Low Alloy Steel Welding Electrodes
i BA: J557 RIEEMBHENRSENES. ZRAARER, TH{TEURSE.

A i iE AT hEREI 15MnTi 15MnV SRS SME0RE,

Description: J557 is a low alloy steel type electrode with low hydrogen sodium coating |, it is used DECP
in all position,

Application: Forwelding medium-carbon steel structures and various low alloy steel structures such as
15MnTi 15MnV elc.

il ke Sr (%) Chemical Composition of Weld Metal (%)

i (C) & (Mn) i (Si) W (S) (P
=0.12 =1.00 0.30-0.80 = 0,035 = 0035
e BB R Mechanical properties of weld metal
N i 4 it e i Hipa i fi
Test ltem Tensile Strength Yield Strength Elongation Impact value
Mpa Mpa % (J)-30°C
fiE £
re =540 =440 =17 =27
Guaranteed
'ﬁ"if.".’ﬂ-l
628 505 27 40
Tested
X eRdnth: 1 & X-ray radiographic inspection: | grade
24 Recommended current:
PR (mm)
20 25 3.2 4.0 5.0
Weld rod diameter
B L (A)
50-80 60-90 80-110 130-170 180-200
Woelding Current
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E7015-G

& GBESDI5-G
Y. J507CrNi

EeE=zWBEFK
Low Alloy Steel Welding Electrodes

iR BA: JSOTCNIZ2EEHVHEMEKEMNAES ERNER. RAERRE, Wit
T ERE. AARIFAHSE. [REEMETIGHEKM AT

A i 5 FT Q235. 16Mn F& 55 7 4c 5 W7k f o A R0 il e IR S5 1R

Description: J507CriNi is a low alloy steel type electrode with low hydrogen potassium coaling , it is used
DECP in all position,provides eccellent plasticity,low temperature toughness and seawater
corrosion resistance.

Application: For welding various important seawater corrosion resistance steel structures such as Q235 ,
16Mn and Chromium-Aluminium System atc.

HEB AL EIESE (%) Chemical Composition of Weld Metal (%)

# (C) £ (Mn) &k (Si) i (Cr) (M)
=0.10 0.50-0.80 0.30-0.50 0.30-0.50 0.20-0.50
Helds LB i Mechanical properties of weld metal
P H e L) ek Ml Hipg kil
Test Item Tensile Strength Yield Strength Elongation Impact value
Mpa Mpa % {J)-30°C

1] I:
e =490 =390 =22 =27
Guaranteed

[k o

T 540 455 28 42

Tested
X BreRdnith: 1 & ¥-ray radiographic inspection: | grade
¥l Recommended current:

‘L (mm)
H 2.5 3.2 4.0 5.0
Weld rod diameter
LAY
70-90 a0-120 140-180 170-210

Welding Current




BEST STRONG WELDING

MIG/MAG Welding Wire
CLASSIFICATION
ol AWS GB JIS DIN /EN /CN BRAND
AS5.18 ERT0S-6 ERS50-6 YGW12 80995 5G2
ER70S-3 ER50-3 YGW16
Mild Steel ER70S-2 ERS50-2
ER70S-G  ER50-G YGW11
ER49-1 ER49-1 8995 SG3
A5.28 ER80S-D2 GaMo
ER80S-G G2Mo
ER80S-Ni2 G2Ni2
ER80S-B2 23316 YGICM
e ER90S-G G CrMo2Si
ER90S-B3
ER100S-G G Mn3NICrMo
ER1108-G G Mn3Ni1CrMo
A5.9 ER308L
ER308LS
ER309L
Stainless Steel ER309LSI
ER316L
ER316LSI
ER347Si
HOBMnSICUCHNI
Weather Resistant Sodiiiaiants
Arc g Wire
TYPE CLASSIFICATION
AWS GB JIS DIN /EN / CN BRAND
AS5.17 EL12 HOBA EN 756 51
EM12 HOBMnA EN 756 52
Mild Steel EM13K H10MnSI
EH14 H10Mn2 Wa1
EM12K EN 756 S28i
A5.23 EAZ HOBMnMoA EN 756 52 Mo
EA3 EN 756 54 Mo
EA4 EN 756 S3 Mo
EG EN 756 SZ
Low Alloyed Steel EB2R EN 756 CrMo
EB3R EN 756 CrMo2
EF3 H10Mn2NiMoA
ENi3 EN 756 S2Ni3
A5.9 ER308
ER308L
ER309
Stainless Steel ER309L
ER316
ER316L
ER347
EB2 H13CrMoA
Hestienistant HOBCrMoVA




BEST STRONG WELDING

CLASSIFICATION
AWS GB JIs DIN / EN /CN BRAND
AS5.20 ET1T-1 YJ502(Q) YFW-C50DR
ET1T-9
ET1T-GS
Mild Steel ETAT-11
E70T-9
E70T-1 YFW-C50DM
E70T-5 YJ507(Q)
A5.20 ES1T1-Ni1  YJ602(Q)
E90T-5 YJ607(Q)
E100T5 YJ707(Q)
E70C-G
E80T-G Z3316 YGICM
E111T1-K3M
A5.22 E30BLT0-1  YA308L(Q)
E308LT1-1
E316LT01  YA316L(Q)
Stainless Steel E316LT1-1
E309LTO1  YA309L(Q)
E309LT1-1
E309LMoT1-1
AS5.29 E91T1-B3
E81T1-B2
AS5.29 E81T1-Ni1
E91T1-K2

TYPE

Low Alloyed Steel

Heat Resistant

Low Temperature

M113

SAW Surfacing 2413

CLASSIFICATION
AWS GB JIS DIN / EN /CN BRAND
A5.18 ER70S-6 ER50-6
ER70S-3 ERS50-3
Mild Steel ER70S-2 ER50-2
ER70S-G  ER50-G
ER49-1 ER49-1
AS5.28 ERBOS-G
ERBOS-B2
ER90S-G
ER100S-G
A59 ER308L
ER30BLS
ER309L
Stainless Steel ER309LSi
ER316L
ER316LSi
ER347Si

TYPE

Low Alloyed Steel

= 2)-




ER70S-6

ff&: GBERS0-6
. JISYGW12/DIN SG2

SkFipge
Gas-Shiclded Welding Wire

BH: ERS0-6 R{EBMIMEL, ATRAZHEBMESEHITRIER L0588,
L RAamsEe, mildE, e, BUM RN, TR T ZHeE,

ik iE A TFRHNE S00MPa RESEARIEE 28 ( MEMH. H:E. BH, &
B i, EHERR, HilESNEE,

Description: ER50-6 is a carbon steel type solid MIG wire copper coating ,with single-pass /multipass
GMAW/MIG welding process, provides high fusion efficiency ; stable electric arc with good

melting speed and less splash.

Application: Welding of carbon steel , low alloy steel & 500MPa grade low alloy high intensity steel
structures etc.such as wehicle , building ; bridge , ship-building , pressure vessel industry |
pipeline etc.

WS iEF s (%) Chemical Composition of Weld Metal (%)
B (C) i (Mn) EE (Si) B (S) # (P)

0.06-0.15 1.40-1.85 0.80-1.15 =0.035 =0.025

B B HLBAE I Mechanical properties of weld metal

SR THH fictn e o P Eih kil
Test ltem Tensile Strength ¥ield Strength Elangation Impact value
Mpa Mpa % (J)-30T
SEW =490 =400 =22 =27
Guaranteed
S e
e 569 457 27 40
Tested

ol TR X-ray radiographic inspection: | grade

(R4 *{{f Shielding Gas: CO2: 75%-95% Ar + RestCO2  atthe spped 20-25 liter per minute

=21=




ER70S-G

#&: GBERSO-G
Y. JISYGW11

HEAASERPRL
Pipeliner Gas Shielded MIG Welding Wire

i#  Bi: ERSO-GESI-Mn-TiRSEREPEIRE . SLITH AR S AL LM EREE
SMIECRMA, BREMRT, ARRFRS, RIUSAAERREMEAE,

i ifi: i AF 500Mpa E—MEEAES T ReEE, LH2 WSS RIRE,
Description: ER50-G is a Si-Mn-Ti system solid gas shielded MIG wire.bringing in Titanium enhances
grain refinement of deposited matal provides good melling speed and stable arc, less

splash,weld forming good,gocd weld liquidity and anfi-crack etc

Application: Welding of carbon steel |, low alloy steel with 500MPa grade structures especially suitable
for steel sheat welding and high speed welding.

HrE A AL S (%) Chemical Composition of Weld Metal (%)

i (C) B (Mn) B (i) £k (i) i (Cu)
0.07-0.11 1.40-1.80 0.50-0.80 0.12-0.25 =0.50
~ A d b HLBERE i Mechanical properties of weld metal
AR H Hidi s i e e HE s il
Test ltem Tensile Strength Yield Strength Elongation Impact value
Mpa Mpa % (J)y-300C
fiE M
=500 =440 =22 =27
Guaranteed
) f-gl | I.
= 593 520 26 41
Tested
QT T ¥-rayv radiographic inspection: [ grade

{4 {1k Shielding Gas :

SO0

80% Ar + 20% CO2 or totally CO2 with 20 L/min gas flow




ER80S-G

ff&: GB/TER55-G
1. AWSA5.28ER80S-G

REEWSERPEL
Low Alloy Steel Gas Shiclded Welding Wire

i fi: ERBOS-GRESENSERPEL, AARBNER, BEEEHR, RNk
ETM/N, ST R TN RAIREEAE,

A it: AT 550Mpa-600MpaiR BESR AT RIS HIREE, PINERR, EHEE, WP
%.

Description: ERB05-G is a low alloyed steel gas shielded welding wire.it has good welding performance
e.g.good melting efficiency, high welding speed stable arc with litlle splatter,good creep
resistance etc.

Application: welding of 500Mpa-600Mpa grade high tensile steel structures,such as bridges, pressure

vessel boiler efc.

HEECE R FIE S (%) Chemical Composition of Weld Metal (%)

# (C) i (Mn) Bk (S0) il (Mo) & (Cr)
0.06-0.14 1.00-1.60 0.50-0.20 0.45-0.65 0.90-1.50
HHEC LML E Mechanical properties of weld metal
i 1 5 e i o AR P Mk B
Test Item Tensile Strength ¥ield Strength Elongation Impact value
Mpa Mpa % (J)-30C
fi ik £l = ]
550-690 =500 =20 =27
Guaranteed
fEkEE 1L
i 675 570 24 115
Tested

X HEni: | 3%

Welding Gas:

X-ray radiographic inspection:

CO2; T5%-95% Ar + Rest CO2

I grade

at the spped 20-25 liter per minute




EL12

#&: GBHOBA
Y. JISYGW12/DIN S1

IR &
Submerged Are Welding Wire

i BA: HOBA RUIERESMMNIGL, RSHEERFHTRINEHE, BEEMAHR
RENFEE R ARBENES, BEERERFOHFEMERE.

23 i BEA RIS A FRESR ( 40 Q235. Q195) 3% AF 4 SISHE A& £ 4040 09Mn2,
16Mn, 16MnCuEiRiMBZhIR.

Description: HO8A is a carbon steel type solid submerged arc welding wire copper coating. it can
get good mechanical seam with comresponding flux by automaticimachanized welding.
it can provides high depositing efficiency , works smoothly. deposited metal have good
mechanical properties etc,

Application: welding of general carbon steel structure with suitable fluxesto aftain target metal
compaosition.Such as boilers ., containers |, bridges , ships ., pressure / chemical
containers nuclear stations typical carbon steel ((Q235 Q195) typical low alloyved steel
(09Mn2,16Mn, 16MnCu) etc

Hi b ds Ak Enkdr (%) Chemical Composition of Weld Metal (%)

B (C) & (Mn) i (Si) B (S) # (P)
=012 0.30-0.60 =0.10 <0.030 <0.030
e BB Mechanical properties of weld metal
f Hy rifin S el b P EiE M i i
Test Item Tensile Strangth Yield Strength Elongation Impact valug
Mpa Mpa % (-30C
=
e 410-550 =330 =22 =27
Guaranteed
ek
508 379 30 Ba
Tested

X BrERpeh: 14
ARSI Typical Flux : FGAO-ELI2 GB/T F4A2-HORA

X-ray radiographic inspection: | grade
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___EA2

4. GBHO8MNnMoA
#HY. EN756S2Mo JISYS-M3

o b bl
High Tensile Strength Submerged Are Welding Wire

iE  FA: HOBMnMoA RHREHESEREMNESENEMIBINIS L, RESEEEMHTEN
B#hiE, REsMAGRRANFHERE.

M it ALARRISH A FREHFNEE K5 600Mpa R RN & S WEIEN AR,

Description: HO8MnMoA is a Mn-Mo type solid submerged arc welding wire.it can get good mechanical
seam with corresponding flux by auto welding, provides high depaositing effiiciency deposited
metal have good mechanical properties etc.

Application: welding of general carbon steel structure and 600Mpa grade alloyed steel structures with

suitable fluxes o attain target metal composition.Such as 15MrVN, 15MAVNR, 15MnTiRe
and pipeliner Series X60, XG5 etc

il ke sr (%) Chemical Composition of Weld Metal (%)

B (C) £ (Mn) &E (Si) 1 (Mo) i (Cu)
0.05-0.17 0.75-1.25 =0.20 0.45-0.65 =0.35
H B E i BLEYETE Mechanical properties of weld metal
A5 H dida e i R 1 o3 E Mk i
Test Item Tensile Strangth Yield Strength Elongation Impact value
Mpa Mpa % (J)-30C
{4 "
550-690 =490 =22 =27
Guaranteed
fE ek L
sl GE3 538 26 76
Tested
X Ofebdeh: | & X-ray radiographic inspection: | grade

I Jrik Usage : clear impurity such as grease rust and walter before welding; keep flux dry at 350°C in
one hour before welding,in order to avoid gas porosity




——————____EB2

& GBITH13CmoA
$#HY. EN12070SCriol

WA TR 22
Heat Resistant Submerged Arc Welding Wire

i BA: H13CrMoA R{E & &M AMIBIIEL, RSHEEEM#HTRIANE, RE A
HHER, RAR, RELEEEEE.

A it: RESHEEISH A FRAE ( M15CMo,20CrMe) &, ERTREEHEHEE
iR

Description: H13CrMoA is a low alloy steel heat resistant submerged arc welding wire. it can get high
impact toughness and excellent resistance against heat crack and oxidation,with comres

ponding flux by automaticimachanized welding.
Application: welding of heat resistant steel structure fabricated by 1.2Cr-0.5Mo, with suitable fluxes
such as 15CrMo  20CriMo. Widely used for pressure vessels and pipes in high-temperature

environment.

B LT (%) Chemical Composition of Weld Metal (%)

B (C) i (Mn) it (Si) # (Cr) il (Mo
0.07-0.15 0.45-1.00 0.05-0.30 1.00-1.75 0.40-0.65
el d W HLEE . Mechanical properties of weld metal
SR TG 4 g R s HEhpa i
Test Item Tensile Strength Yield Strength Elongation Impact value
Mpa Mpa % {J)-30°C
fi i
e =550 =450 =2 =27
Guaranteed
s L
i 621 4492 25 140
Tested
X En s 18 X-ray radiographic inspection: |

AR R Typical Flux :AWS A5.23 ETP6-EH14




ER308L

& : GBHO3Cr21Ni10Si
Y. AWSAS59ER308L

T HNEIIRe
Stainless Steel Submerged Are Welding Wire

iR FA: ERSOSBLEAHWMIEMIIRL, REHMEEFIZMAZE, REEEAFHRNE
bt

A it . BLEHMIEN A FAHWEEM (10 304L308L ) FRIMEHIE.

Description: ER308L is a super low carbon type stainless steel solid submerged arc welding wire it can
get good corrosion resistance with corresponding flux by automatic/machanized welding.

Application: welding of Cr18-Ni8 grade stainless steel structure with suitable fluxes,.Such as 304L 308L

Bl L EE S (%) Chemical Composition of Weld Metal (%)
B (C) B (Mn) KE (Si) il (Cr) (i)

=0.03 1.0-2.5 0.3-0.65 19.5-22.5 9.0-11.0

i LM E Mechanical properties of weld metal

PiEmA % b S L, Eipse il
Test ltem Tensile Strength ¥ield Strength Elongation Impact value
Mpa Mpa % {J)-30°C
ftad A
= - =30

Guaranteed =2l

AerEE

M 580 - 43 -

Tested
X Ot [ X-ray radiographic inspection: | grade

FRIRC ST M Typical Flux : FOAZ-EL12Z  GB/T F4A0-HOBA




ER70S-3

& GBERS0-3
Y. YGWI6

ER e
Argon Arc Welding Wire

iR BA: ERSO-CEMNBMENEE, RFRARMEBME, MERnAtEERPER
HERE,

A i iR FEREE 500 MPa SR{ES EFTEIRE (W, FFR. B, &K, EH
Had, ElMSanRE,

Description: ER50-3 is a carbon steel type argon tungsten-arc welding wire with TIG/GTAW welding
process shielded by Argon gas.it provides good plasticityloughness, crack resistance
especially in low- temperature impact crack performance.

Application: suitable for carbon steel structures at 500MPa grade such as repairs on mild steel and low
alloy steel sheet metal ,pipes and tubing,small diameter spare-parts,root pass welding etc.

RS (%) Chemical Composition of Weld Metal (%)

B (C) B (Mn) iE (Si) W (5) # (P)
0.06-0.15 0.90-1.40 0.45-0.75 =0.025 =0.025
B LML E Mechanical properties of weld metal
i 4 X H 704 i FE Jet i P AR Mt
Test Item Tensile Strength Yield Strength Elongation Impact valug
Mpa Mpa % (J)-30C
fitiek i
R =500 =420 =20 =27
Guaranteed
- EE
S60 4550 26 33
Tested

X MeEfth: 1

X-ray radiographic inspection:

{i i fk Shielding Gas : Ar
Instructions: shielding gas spead at 20-25 liter per minute
Impurities on base matal surface should be cleaned bafore welding

| grade




E71T-1

& GBYJ502(Q)
Y. JISYFW-CS50DR

HaRe
Flux-Cored Welding Wire

i B YS02QEREHREIRRSERPHTEL, RECEUBREEESESE,
AAmMgER, BilaE, R, BERRER, TEaRERE TESE,

A it EMATHHE S00MPa BES SRR SIS E (MER. KR, BHR, &
fin, EHERR, FiEWEmaRE.

Description: Y J502(()) is a titanium-calcium rutile type gas shielded tubular welding wire.lt can

provides good performance of high melting efficiency,stable arcweld forming
beautiful litte splash

Application: widely used for low carbon steel structures and important low alloy steel with a tensile at
500Mpa,such as bridge , ship-building , machinery ,metallurgy and ocean projects elc

e ke dr (%) Chemical Composition of Weld Metal (%)
i (C) g (Mn) KE (Si) W (8) # (P)

=0.12 0.50-1.85 0.30-0.80 =0.030 =0.030

el e ML FEE Mechanical properties of weld metal

o e i e s s M 1 P ik il
Test Item Tensile Strength ¥ield Strength Elongation Impact value
Mpa Mpa b {J)-307C
1215 I: r

s 550-690 =470 =26 =27

Guaranteed
L L
A 575 537 a3 120
Tested

X OHeudeth: 1 X-ray radiographic inspection: | grade

{41/ Shielding Gas : totally CO2 ; 75%-95% Ar + Rest CO2 ; 95% Ar + Rest 02

220




E71T-GS

H&. GB/TESOIT-GS
Y. AWS E7T1T-GS

BRPHNEL
Self Shielded Flux-Cored Welding Wire

i BA: E7T1T-GS A ARPHTEE, AFEIHE, Wik, IR REN, 7
S MRS TEE.

iEATHESE. BENFRNSHOIRE, H72 FRAE Fayiiiy O
i 15 R A IR

Description: E71T-GS is a self protected flux-cored welding wire for carbon steel structure
application. It canweld in all position and provide excellent welding performance
such as stable arc, fewer spaters, beautiful appearance , easy slag removal.

Application: Welding of carbon steel structures e.g. galvanized sheet, light structures elem
ent. Typically used for single pass groove weld in flat welding position,and fillet
weld in sheet metal

B =k 5 (%) Chemical Composition of Weld Metal (%)

% (C) & (Mn) it (Si) i (A) i (S)
=0.25 0.50-2.50 =0.10 9.0-11.0 =0.01
4 I LM PR Mechanical properties of weld metal
g/ B EiT v 1 T i FEf it
Test Itemn Tensile Strength Yield Strength Elongation Impact value
Mpa Mpa % (J)-30°C
AT i
=550 =470 =35 =27
Guaranteed
fEEEN
600 4480 39 120
Testad
X Qe Rt T & Y¥-rav radiographic inspection: | grade
A Recommended current:
TLiE (mm)
MENE (o 0.8 0.9 10 12
Wire diameter
Bl (A)
40-110 100-130 140-180 140-180
Welding Current

=3()-




YJ607(Q)

ff&: YJe07(Q)
18%. GB 602T-5

RAaEWMHBRL
Low Alloy Steel Flux-Cored Welding Wire

iR Bi: YJEO7(Q) RESEWMARLIIELZ, AARFNSROMENNE, "¢l B
BEW, TERERETZMHE,

A it: EMT 600M pa BEAHES S WNNSEROERE. MZRTHR, BE, B
i, AT MiERE.

Description: ¥ JG07(Q)is a low alloy steel flux-cored welding wire. It can weld in all position and
has excellent impact toughness on gap, fewer spatters, beautiful appearance of

weld etc.

Application: Used for welding 6500Mpa grade low alloy steel structures, widely used for pressure
container, bridges,

HlE b Fedr (%) Chemical Composition of Weld Metal (%)

# (C) i (Mn) &k (Si) (M) i (Mo)
=0.20 1..20-1.80 =0.50 =15 0.20-0.50
Hifdz g ML i Mechanical properties of weld metal
i e i e R i M P il
Test Item Tensile Strength ¥ield Strength Elongation Impact value
Mpa Mpa % (J)-507TC
fR ik i a = 3
=590 =540 =17 =27
Guaranteed
[k
MR 710 620 20 60
Tested
X MRt X-ray radiographic inspection: | grade

¢ (& Shialding Gas: CO2

=3]-




E308LT1-1

& YA308L(Q)
#H2. 1SO 17663 TI9 9 LPC/M 2

FHREBRE
Stainless Steel Flux-Cored Welding Wire

¥ BA: YASOSL(Q)EFS#AESEFERIPHNEL, RASAABENESHKIEE, AaR
WMEER, mIRE, e, BUEMBEN, TEaREEETEMEE,

A i : iE A FIRERE 300 THMMAY 0Cr19NIOF OCr NI TIT L

Description: YA308L(Q) is a stainless steal gas-shielded flux-cored welding wire, It has soft and stable
arc, fewer spalters, beautiful appearance of weld, good slag detachability.

Application: Used for welding cormosion-resistant 0Cr19Ni9 and 0Cr19Mi11Ti stainless steel structures
below 300 degree and for welding some stainless steel matenals like 301, 302, 304, 304L,
308, 308L, etc

HECE AL ER S (%) Chemical Composition of Weld Metal (%)

Bi (C) £ (Mn) ik (Si) (NI H (Cr)
=0.040 0.50-2.50 =0.10 9.0-11.0 18.0-21.0
B I HLEEE Mechanical properties of weld metal
AT H i i g e R S FE EpaE Mrikifi
Test ltem Tensile Strangth Yield Strength Elongation Impact value
Mpa Mpa % (J)-307C
B i
e =550 =470 =35 =27
Guaranteed
R
600 490 39 120
Tested
X R aith: |6 X-ray radiographic inspection: | grade

{41 (& Shielding Gas: 75% Ar + 25% 02; Totally CO2




i *  RCvesA TR
5
Ny ** Best strong Company
Yo
ﬂg Welcome Cooperate with you
'k; %‘.'-
4% .
= \ =




