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WELDING ELECTRODE
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NON ALLOY STEEL AND FINE GRAIN STEEL WELDING ELECTRODE
- TEEINIRS

STAINLESS STEEL WELDING ELECTRODE

. EEERES
HIGH TENSILE STRENGTH STEEL WELDING ELECTRODE

- RS
HEAT RESISTING STEEL WELDING ELECTRODE
- EEHRER
HARD-FACED CLADDING WELDING ELECTRODE
s
CAST IRON WELDING ELECTRODE

- BRBAEIES
NICKEL AND NICKEL- BASED ALLOY STEEL WELDING ELECTRODE

- EERE
COBALT- BASED WELDING ELECTRODE

SR L
oo SOLID WELDING WIRE

- BRSDLE L
CARBON STEEL SOLID WELDING WIRE
- RN
STAINLESS STEEL SOLID WELDING WIRE
- iEgR ey
SUBMERGED ARC WELDING WIRE

00 %
FLUX- CORED WELDING WIRE

- BRINZSSRLE
CARBON STEEL FLUX-CORED WELDING WIRE
- EINEIR L
STAINLESS STEEL FLUX-CORED WELDING WIRE

oo ys-2eyet
SINTERED FLUX

00 i
ALUMINUM ALLOY WELDING WIRE

eo AN EIR2
COPPER & COOPER ALLOY WELDING ROD & WIRE
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We are a professional welding electrode manufacturer and welding wire supplier with
a strong presence in the industry since 1996.

Our company is located in the renowned city of Shijiazhuang in northern China, where
we focus on providing comprehensive solutions for all welding accessory needs.

Over the years, we have expanded our offerings to include eight main product lines.
Our productrange features E6013 Welding Rods, E6010 Welding Rods, E6011 Welding
Rods, E7016 Welding Rods, E7018 Welding Rods, stainless steel welding electrodes, cast
iron welding rods, and more. Additionally, we supply welding wire ER70S-6 and flux-cored
welding wire. Our manufacturing facility spans an impressive 1,200,000 square meters
and is staffed by approximately 525 employees.

We are proud to be certified for ISO 9001, ISO 14001 and ISO 50001 energy management
systems, and our products have been approved by ten international shipping classification

societies, including ABS, BV, CCS, DNV, LR, NK, KR, RINA, RS and BKI. A6 7 ST ; ABEBEr-AXRAPEAEFER, FFTREFSHEASRISS,
Our welding consumables reach all prgvinces in phina, and we have established a . i /A mufzz“%:;ﬂiﬁ:ﬁ;ﬁﬁﬁﬁ%ﬂuiE#Zﬁﬁ{%ﬁ;ﬁmﬁ, -
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RIS ® AWS E6013

CERTIFICATES

APPLICATIONS:

It is suitable for welding low carbon steel structure, especially
for welding thin plate steel with short discontinuous weld and
requirement of smooth welding pass.

CHARACTERISTICS:

E6013 is a rutile type electrode. Can be welding by both AC & DC power source and can be applied in
all-position. It have excellent welding performance as stable arc, little spatter, easy slag removal and
restrick—ability etc.

ATTENTION:

Usually, it’ s no need to re—dry the electrode before welding. When it was affected with damp, should
be redried 150°C =170°C for 0.5-1 hour.

WELDING POSITIONS : PA, PB, PC, PD, PE, PF

X-ray flaw detection : Il level

H-tEEARR
9LL0L0UATTAPTSD

S G e e b O G e W e e S e

o DEPOSIT COMPOSITION (Quality Score): %
: @ items C Mn S| P S
riogirrdrontil i e Requirements < 0.10 0. 32-0. 55 < 0.30 < 0. 035 < 0. 030
.. - — i N Typical Results 0.08 0. 37 0.18 0. 025 0. 020
é f— rft,ﬁ? &ﬂﬂx@ A & rf?x,ﬁq ﬁmm
MECHANICAL PROPERTIES:
T Tensile Strength Yield Strength Elongation Charpy
e . Rm/MPa Rel/Rpo.2 MPa Al% V=NotchKV2(J)0C
@ 12 L Requirements 440-560 > 355 > 92 > 47
Supplier Assessment Certificate 'ERTIFI 'E 5
B GEE L il Typical Results 500 430 27 80
TYPICAL OPERATING PROCEDURES: (AC,DC)
Diameter 9.0 2.5 3.2 4.0 5.0 5.8
(mm)
Current (A) 40-70 50-90 80-130 150-200 180-240 220-280
03 B = S 04




® AWS E6011

APPLICATIONS:

It is suitable for welding of low carbon steel structure
as pipeline, shipbuilding and bridge etc.

CHARACTERISTICS:

E6011 is a rutile—cellulosic potassium type electrode.

Can be weld for all-position (especially for vertical-down position) with AC and DC+. It have excellent
welding performance as stable arc, little spatter, easy slag removal and reigniting—ability etc. Also it has
advantages of better molten pool control, stronger arc force and deeper penetration at vertical-down

position.

ATTENTION:

1. In generally, don't need to re—dry the electrode before welding. When it be affected with damp,
should be re—dry it at 70°C =90C for 1 hour.
2. The rust, oil, water and other impurities of the weld area must be removed before welding.

WELDING POSITIONS : PA, PB, PC, PD, PE, PF

X-ray flaw detection : |l level

DEPOSIT COMPOSITION (Quality Score): %

® AWS E7018

APPLICATIONS:

It is suitable for the welding of carbon steel and low
alloy steel structure, such as Q345, and so on.

FEATURES:

E7018 is basic coated iron powder low potassium hydrogen type electrode. Both AC and DC can be
used and can be all-position welding. It can reach excellent welding performance, good arc stiffness,
little spatter, easy slag removal and good weld appearance, high deposition efficiency, and can reduce

welding layers.

ATTENTION:

1. Electrode must be approved by 350—-3807C for 1 hour before welding, dry the electrode when use it.
2. The rust, oil, water and other impurities of the weld must be removed before welding.

3. Must use short arc welding, the swings should not be too large, narrow bead welding is appropriate.
4. To prevent producing arc porosity, arc plate should be adopted or use return method for arc welding.

WELDING POSITIONS : PA, PB, PC, PD, PE, PF

X-ray flaw detection : | level

DEPOSIT COMPOSITION (Quality Score): %

Items C Mn Si B S
Items C Mn Si P S Cr Ni Mo V
Requirements <0.20 < 1.20 < 1.00 < 0. 040 < 0.035
Requirements | < 0.10{0.85-1.40 | < 0.65 | <<0.035|<<0.030| <0.20 | <0.30 [ <0.30 | <0.08
Typical esults 0.09 0. 42 0.15 0. 025 0. 020
Typical Results| 0. 06 1. 00 0. 30 0.020 | 0.015 | 0.035 | 0.030 | 0.005 | 0.004
MECHANICAL PROPERTIES: MECHANICAL PROPERTIES:
Tensile Strength Yield Strength Elongation Charpy V-Notch : : : =
ltems Tensile Strength Yield Strength Elongation Charpy V-Notch
Rm/MPa Rell’RpOZ MPa Al% KVZ(J)_30°C Items Rm/MPa REI/RDOZ MPa A% KVZ(J)_SOOC
REqUIremEnts = 130 = 330 =20 = Requirements 490-660 > 400 > 20 > 80
Typical Results 475 400 26 80 _
Typical Results 590 480 28 160
TYPICAL OPERATING PROCEDURES: (AC,DC+
(AC, ) TYPICAL OPERATING PROCEDURES: (AC,DC+)
Diameter ;
(mm) o0 -2 0 >0 Diameter 2.5 3.2 4.0 5.0
(mm)
it . 10760 507100 100710 1007200 Current (A) 60-100 100-150 170-210 210-250
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IES TR MERRINIFR
NON ALLOY STEEL AND FINE GRAIN STEEL WELDING ELECTRODE

JH.J421 2.0/2.5/3.2/4.0/5.0 E4313 E6013 PAPR.PC PO, PEER DC/AC 0.08 | 037 | 0.18 | 0.025 | 0.02 - - = =
JH.J421-T | 2.0/2.5/3.2/4.0/5.0 E4313 E6013-T P APEEC.PB,REBE DC/AC 0.08 | 0.37 | 0.18 | 0.025 | 0.020 - - = -
JH.J421Fel8 | 2.0/2.5/3.2/4.0/5.0 E4324 - PA,PB DC/AC 0.09 0.4 0.18 | 0.025 | 0.02 - - - -
JH.J422 2.0/2.5/3.2/4.0/5.0 E4303 - PA,PB,PC,PD,PE,PF DC/AC 0.08 | 0.37 | 0.14 | 0.022 | 0.018 - - = =
JH.J425 2.0/2.5/3.2/4.0/5.0 E4311 E6011 RASERIPG D BEEE DC+/AC | 0.09 | 042 | 0.15 | 0.025 | 0.020 = = = =
JH.J425G | 2.0/2.5/3.2/4.0/5.0 E4310 E6010 PASPEEE R REPREE DC+ 0.09 | 042 | 0.15 | 0.025 | 0.020 = = = =
JH.J426 2.0/2.5/3.2/4.0/5.0 E4316 o PA,PB,PC,PD,PE,PF DC+/AC | 0.08 | 0.65 | 0.28 | 0.021 | 0.016 | 0.035 | 0.030 | 0.005 | 0.004
JH.J427 2.0/2.5/3.2/4.0/5.0 E4315 - PA,PB,PC,PD,PE,PF DC+ 0.08 | 0.64 | 0.31 [0.019 | 0.013 | 0.035 | 0.030 | 0.005 | 0.004
JH.J501Fel8 | 2.0/2.5/3.2/4.0/5.0 E5024 E7024 PA,PB DC/AC 008 | 0.74 | 0.27 | 0.022 | 0.017 | 0.035 | 0.030 | 0.005 | 0.004
JH.J502 2.0/2.5/3.2/14.0/5.0 E5003 < PA,PB,PC,PD,PE,PF DC/AC 0.09 | 070 | 0.24 | 0.025 | 0.020 | 0.035 | 0.030 | 0.005 | 0.004
JTH.J506 2.0/2.5/3.2/14.0/5.0 E5016 E7016 PA,PB,PC,PD,PE,PF DC+/AC | 0.07 1.10 | 0.35 | 0.018 | 0.012 | 0.035 | 0.030 | 0.005 | 0.004
JH.J506X | 2.0/2.5/3.2/4.0/5.0 E5016 E7016 PA,PB,PC,PD,PE,PE,PG | DC+/AC | 0.07 1.10 | 0.35 | 0.021 | 0.016 | 0.035 | 0.030 | 0.005 | 0.004
JH.J506Fe | 2.0/2.5/3.2/4.0/5.0 E5018 E7018 PA,PB,PC,PD,PE,PF DC+/AC | 0.06 | 1.00 | 0.30 | 0.020 | 0.015 | 0.035 | 0.030 | 0.005 | 0.004
JH.J506Fel6 | 2.0/2.5/3.2/4.0/5.0 E5028 E7028 PA,PB DC+/AC | 0.07 1.10 | 0.30 | 0.021 | 0.012 | 0.035 | 0.030 | 0.005 | 0.004
JH.J507 2.0/2.5/3.2/4.0/5.0 E5015 E7015 PA,PB,PC,PD,PE,PF DC+ 0.07 1.00 | 0.32 | 0.017 | 0.012 | 0.035 | 0.030 | 0.005 | 0.004

¥ EEIANFLEH, HEA4E, Our company also produce welding powder for electrode making corresponding to above table.

FEENIRRE

STAINLESS STEEL WELDING ELECTRODE

430 500 27 0C /80 | EH T4t — TN
440 510 24 0C /87 For welding general low carbon steel structures.
130 190 i oC 7o | AT AREREEFCHE IR R A BRI SF AR
Used for downhand welding and flat fillet welding on general low-carbon steel structures.
R B B A (GBS A8 R R [ 58 Y SR R (IR 2 S
420 480 28 0C /80 . . .
For welding key structures of low carbon steel and low alloy steels with corresponding strength.
] AR S AR M B R
40 e 2 =G 15 For welding steel sheets and pipes for building.
. TR BN A TR
sl o e S For girth downward welding on all kinds of carbon steel pipes.
410 485 30 -30C /160 | J5 e o B A (T S A IR £ G A
421 487 30 230C /165 | Forwelding key structures of low carbon steel and some low alloy steel.
150 50 . 0C o0 | 1P 16Mn RIS SALTHII BRLEIR A o
High efficient electrode for welding 16Mn and some low alloy steel structures.
ico s45 a6 0Cso0 |/ 16Mn B RT3 o S 2 PR B S AR — 5 7
. For welding 16Mn and general low alloy steel structures with corresponding strength.
210 530 30 -30C /160 | B2 RREN B 16Mn SFE IR A SIS
490 580 28 230C /150 | For welding medium carbon steel and some important low alloy steel structures, for example 16Mn.
. R 16Mn BLRAEAR A A R R SR
44U el 2 S0 T8 High efficient electrode for welding 16Mn and some low alloy steel structures.
JR% 16Mn M RN S S E I E AR IR %
-20C
80 0 28 Bt e High efficient electrode for welding 16Mn and some low alloy steel structures
TR IR 16Mn S EERY LA S ST
490 580 30 -30C /180 < . ;
For welding medium carbon steel and some important low alloy steel structures, for example 16Mn.
ERREIRE S B ML RERIE

- et HMBNER S BHEMDHIE (Wi%)
= i .( ’%* ) Equivalent Standard ’E&fﬁ R Typical Chemical Composition Of Deposited Metal(wt%)
Elrs Specification Welq!ng Type Of
(Mm) Etr GB | Etr AWS Paosition Current | C |Mn| Si | P | S | Cr | Ni [Mo| Cu Others
JH.A002 | 2.5/3.2/4.0/50 | E308L-16 E308L-16 | PA,PB,PC,PD,PE,PF | DC+/AC |0.018| 0.85 | 0.65 |0.022|0.008|19.80 | 9.51 | 0.08 | 0.05
JH.AO02ND | 2.5/3.2/4.0/5.0 | E347L-16 E347L-16 | PA,PB,PC,PD,PE,PF | DC+/AC |0.031| 0.73 | 0.62 [0.025[0.00819.95| 9.92 | 0.13 | 0.18 | Nb+Ta:0.33
JH.A022 | 2.5/3.2/4.0/5.0 | E316L-16 E316L-16 | PA,PB,PC,PD,PE,PF | DC+/AC [0.030| 0.93 | 0.55 |0.021|0.007 | 18.81 [11.39| 2.20 | 0.05
JH.A032 | 2.5/3.2/4.0/50 | E317L-16 E317L-16 | PA,PB,PC,PD,PE,PF | DC+/AC [0.027| 0.90 | 0.58 |0.024|0.007 |20.10 [ 12.40| 3.80 | 0.06
JH.A042 | 2.5/3.2/4.0/5.0 | E309LMo-16 | E309LMo-16 | PA,PB,PC,PD,PE,PF | DC+/AC |0.027 | 0.81 | 0.65 |0.022|0.009 [22.85|13.10| 2.58 | 0.02
JH.A062 | 2.5/3.2/4.0/50 | E309L-16 E309L-16 | PA,PB,PC,PD,PEPF | DC+/AC |0.018] 0.73 | 0.68 |0.021|0.009|23.56|13.23| 0.28 | 0.02

Typical Mechanical Properties Of Deposited Metal RZF3
[RAREREE TR FE(HER e Application
Y.P.(MPa) | T.S.(MPa) E.L.(%) 1.V.(J)

HTHR4% 00Cr19Ni10 ANFE, WAl H T TR BEIRT 300 CB I 06CrisNi 1T NG RL M.

- 590 38 - For welding 00Cr19Ni10 stainless steel and corrosion-resistant 06Cr18Nil 1Ti stainless steel structural parts whose
working temperature is below 300 C .
FHT et 3 2 RARRAC 2 o BACRRAE 1) CrLoNi L1 T ZANERN, At ] T B U et P AN

- 610 43 - iR,
For welding Cr19Ni11Ti stainless steel with corrosion resistance and tianium stability, and also caldding on
stainless steel of the inner wall of hot-wall hydrogenation reactor.
TR E B RET R I RAH RN B I, Hoa] F T RER T b B A O LL

] - - ) BALARAFFIH.
For welding urea, synthetic fibers and other equipments and the same type of stainless steel structure, can also be
used for chromium stainless steel, composite steel and heterogeneous steel which can not being heat treatment.

. £ 5 . FTHAER . U R P AR R 2SR IR R SR A
For welding similar ultra-low carbon stainless steel structure which works in dilute and medium sulphuric acid.
TR EFSSB IR (MRS SRR ), TR,

- 595 36 - For welding the same type of ultra-low carbon stainless steel structure(such as urea synthesis tower lining), and
also can be used to weld dissimilar steel.
FATFIRAEO A L RS 0 R, &M

- 570 35 - For welding similar carbon stainless steel structure, composite steel and dissimilar steel components for
petrochemical equipment manufacturing.
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B R AERIE EAUR I REIE
Typical Mechanical Properties Of Deposited Metal

[ERSRE
Y.P.(MPa)

hsRE
T.S.(MPa)

FEfR=E
E.L(%)

&
L.V.(J)

RZF3
Application

595

39

R85 TR T 300 C 9 06Cr19Ni10 ANEFHLEFILE

For welding 06Cr19Ni10 stainless steel structural parts whose working temperature is below 300 C .

612

44

THRZRF R TR, SRR B EHlE, MR E b T MR aiRiL
Eibpiben

Widely used in petrochemical and chemical plants, especially in the manufacture of rotary separators, catalyitc
cracking unit for the production of catalyst recycling pipelines.

580

37

FITF AR E A S R IRASE Y CrisNiLL LRI N5 5.«

For welding Cr18Nil1 type corrosion resistant stainless steel with titanium or niobium stability.

620

39

FATFEEE ASTM 307 SR E FPl, 007 P ok ol T SRR R A HE R
For welding ASTM 307 steel or other dissimilar steel. It can also be used for cladding of impact corrsion resistant
steel and transition layer.

590

38

TR A A HVRUCHER (ARSI PERR ) /v B0 h TRERT 06Cr17Ni12Mo2 AE R
For welding 06Cr17Ni12Mo?2 stainless steel equipments which are in organic and inorganic acid(non-oxidizing
acid)medium.

595

39

F T4 E 21T 06Cr17Ni12Mo2Ti, 06Cr17Ni12Mo2Nb, #{EHE 00Cr17Ni12Mo2 REH4H .
For welding important 06Cr17Ni12Mo2Ti, 06Cr17Nil12Mo2Nb, and ultra-low carbon 00Cr17Nil2Mo?2 stainless
steel.

590

37

FITREAF BRI, SR (CrioNito AR ) DR EHESN. midhii-
For welding the same type of stainless steel structure, stainless steel lining, dissimilar steel (Cr19Ni10 and low
carbon steel), high chromium steel, high manganese steel, etc.

590

37

FT ARG A BB M RIS, WA TAEN R, SEMiR. R0k,
For welding the same type stainless steel vessel which is resistant to sulfuric acid medium. It can also be used for
welding stainless steel liner, clad steel plate and dissimilar steel.

610

40

FI T et T LA R BORERHY, FFT 4 CrsMoy CroMos Crl3 LUK S AP
For welding the same type of stainless steel at high temperature, and also can weld Cr5Mo, Cr9Mo, Crl3 and
dissimilar steel, etc.

595

40

TR T TAEIN AR GEM, T TSR . EOMR. SRR,
For welding the resistant-heat stainless steel at high temperature. It can also be used for welding stainless steel liner,
clad steel plate and dissimilar steel.

660

JAF4544 HK40 TG

For welding HK40 resistant-heat steel.

@3

FITRE0RR . MR BRI S PERR IS oA e h i FH Y Carpenter20Cb HWeE%.
For welding Carpenter 20Cb nickel alloy used for welding in sulphuric acid, nitric acid, phosphoric acid and
oxidizing acid corrosive medium.

750

28

FITBREA. KA R 2B RS TE 5 -
For welding the same type of Ultra-low carbonstainless steel which are used in petrochemical and hydraulic
industries.

850

21

FAF 4846 25%Cr IR ER 9.

For welding duplex stainless steel containing 25% Cr.

790

23

T REaRE A, RS AL A RSB SUIANEE Y, N 03Cr25NiModN o
For welding the same type of duplex stainless steel in offshore oil, natrual gas and petrochemical industries, such
as 03Cr25NiMo4N.

740

28

AT RSN, TRWE RN, RA0 RO R .

It has excellent crack resistance for welding high carbon steel, tool steel and dissimilar steel.

598

41

H I 20%Cr-25%Ni-5%Mo-2%Cu, ARG . #%. HEaYMmIymgm L, &
TR B BRI R A e

The alloy compostion is 20%Cr-25%Ni-5%Mo-2%Cu. It has excellent corrosion resistance to sulphuric acid,
phosphoric acid, other organic acids and inorganic acids. It is suitable for the application of fertilizer, phosphoric
acid, sulphuric acid, etc.

975

38 ISR EE w1 ) FOMOANEE I, RN Cu SRUTIERE(L, S8 AE Rk FFRE 300 2241 B RIS
BAT 3 A, ST AT IR e WS

It is suitable for martensitic stainless steel with very high strength. It can be precipitated and hardened by adding
copper. Its strength can reach three times of standard 300 series austenitic stainless steel. It is suitable for pump
shaft, impeller and hydraulic quipment in oil, gas and petrochemical industries.

540

28

T84 06Cr13 A 12Cr13 4, o] HF i ihing B () e i R o

For welding 06Cr13 and 12Cr13 steel, as well as for cladding of corrosion-resistant and wear-resistant surface.

585

29

FITH8E2 06Cr13 A& 12Cr13 #, AT A fo i B (1 e T AR

For welding 06Cr13 and 12Cr13 steel, as well as for cladding of corrosion-resistant and wear-resistant surface.

850

20

FATF-H8 Cri3NiMo [A2EH0sE 06Cr13 40, SRECAIAIRE & T B410, T 00720 O PRI IS (R TTHEAR
For welding Cr13NiMo similar steel or 06Cr13 steel. It's strength and hardness are higher thanE410. It is used for
surface cladding with more severe corrosion resistance and wear resistance.

535

33

R TR AR A WA Criz AFHESHILE

For welding stainless steel Cr17 structure parts with nitric acid corrosion resistance and heat resistance,

e el .( E* ) Equiviﬁt@gndam E{ﬁﬁi FAEER Typical Che%‘%g? ’gffnﬁpiﬁiﬁg?ﬂﬁgﬁﬁ)Metal(m%)
hec Specification ~ - Wel_d_lng Type Of . )
(Mm) Eix GB | 4R AWS Position Current | C [Mn| Si | P | S |Cr| Ni |Mo| Cu| Others

JHAL02 | 2.5/3.2/4.0/50 | E308-16 E308-16 PA,PB,PC.PD,PE,PF | DC+/AC |0.041| 0.66 | 0.46 |0.0270.005 [ 18.42| 9.32 | 0.10 | 0.05 -
JHAL02H | 2.5/3.2/4.0/50 | E308H-16 | E308H-16 | PA,PB,PC,PD,PE,PF | DC+/AC |0.050 | 0.86 | 0.72 [0.027]0.014(19.72| 939 | 0.18 | 0.12 =
JH.A132 | 2.5/3.2/4.0/5.0 | E347-16 E347-16 PA,PB,PC,PD,PE,PF | DC+/AC |0.047| 0.83 | 0.64 |0.0220.005[19.53| 9.52 | 0.13 | 0.05 | Nb+Ta:0.42
JH.A172 | 2.5/3.2/4.0/5.0 E307-16 E307-16 | PAPB,PC.PD,PEPF | DC+/AC [0.070| 3.76 | 0.88 | 0.026[0.005[20.16| 9.06 | 0.91 | 0.38 -
JH.A202 | 2.5/3.2/4.0/5.0 E316-16 E316-16 | PA,PB,PC,PD,PE,PF | DC+/AC [0.016] 0.79 | 0.57 |0.022[0.009[19.27 | 11.64| 2.26 | 0.08 -
TH.A212 | 2.5/3.2/4.0/5.0 E318-16 E318-16 | PAPB,PC.PD,PEPF | DC+/AC |0.026| 0.75 | 0.60 |0.019[0.006 [ 19.30 | 11.60| 2.30 | 0.04 | Nb+Ta:0.26
JH.A302 | 2.5/3.2/4.0/5.0 E309-16 E309-16 | PA,PB,PC,PD,PE,PF | DC+/AC [0.038| 0.98 | 0.63 |0.022[0.006 [24.51 | 12.18| 0.23 | 0.05 -
JH.A312 | 2.5/3.2/4.0/5.0 | E309Mo-16 | E309Mo-16 | PA,PB,PC,PD,PE,PF | DC+/AC [0.057| 0.81 | 0.52 {0.021]0.008|22.12[12.93 | 2.32 | 0.05 s
JH.A402 | 2.5/3.2/4.0/5.0 E310-16 E310-16 | PAPB,PC,PD,PEPE | DC+/AC | 0.12 | 2.41 | 0.48 |0.022[0.009|26.30|21.60| 0.23 | 0.14 -
JH.A412 | 2.5/3.2/4.0/5.0 | E310Mo-16 | E310Mo-16 | PA,PB,PC,PD,PEPF | DC+/AC | 0.10 | 2.20 | 0.32 | 0.025[0.007 [ 25.23|20.12| 2.85 | 0.03 -
JH.A432 | 2.5/3.2/4.0/50 | E310H-16 | E310H-16 | PA,PB,PC,PD,PE,PE | DC+/AC | 0.41 | 1.98 | 0.35 | 0.026 [0.006 | 25.62|20.77| 0.05 | 0.02 .
JH.A902 | 2.5/3.2/4.0/5.0 E320-16 E320-16 | PA,PB,PC,PD,PE,PF | DC+/AC |0.038| 1.91 | 0.38 |0.020|0.004 | 19.28 [32.28 | 2.24 | 3.31 | Nb+Ta:0.36
JH.E2209 | 2.5/3.2/4.0/5.0 | E2209-16 E2209-16 | PA,PB,PC,PD,PE,PF | DC+/AC |0.037| 0.74 | 0.65 |0.021|0.007 [22.95| 9.08 | 3.43 | 0.01 N:0.16
JH.E2253 | 2.5/3.2/4.0/5.0 | E2553-16 E2553-16 | PA,PB,PC,PD,PE,PF | DC+/AC |0.034 | 0.67 | 0.52 |0.025[0.001 24.50 | 8.38 | 3.62 | 1.89 N:0.18
JH.E2594 | 2.5/3.2/4.0/5.0 | E2594-16 E2594-16 | PA,PB,PC,PD,PE,PF | DC+/AC [0.032] 0.64 | 0.67 |0.022[0.012[25.26| 8.82 | 4.38 | 0.01 N:0.25
JH.E312 | 2.5/3.2/4.0/5.0 E312-16 E312-16 | PAPB,PC.PD,PEPF | DC+/AC [0.065] 0.86 | 0.90 | 0.029[0.008|30.32| 9.38 | 0.06 | 0.07 s
JH.E385 | 2.5/3.2/4.0/5.0 E385-16 E385-16 | PA,PB,PC,PD,PE,PF | DC+/AC [0.013| 1.46 | 0.57 |0.011[0.009[20.75|25.90 | 4.68 | 1.54 .
JH.E630 | 2.5/3.2/4.0/5.0 E630-16 E630-16 | PA,PB,PC,PD,PE,PF | DC+/AC [0.034| 0.38 | 0.69 |0.025|0.013[16.31 | 471 | 0.18 | 3.73 | Nb+Ta:0.26
JH.G202 | 2.5/3.2/4.0/5.0 E410-16 E410-16 | PA,PB,PC,PD,PEPF | DC+/AC |0.074| 0.38 | 0.44 |0.025[0.011[12.58| 0.20 | 0.08 | 0.08 -
JH.G207 | 2.5/3.2/4.0/5.0 E410-15 E410-15 | PA,PB,PC,PD,PE,PF DC+  |0.066| 0.23 | 0.75 |0.024|0.009|13.62| 0.10 | 0.01 | 0.02 -
JHG232 | 253240050 |1 oo o s 1oNiMo. 16| PAPBPCPDPEPE | DCHAC |0.041| 0.56 | 0.42 0.029|0.011| 1151 | 452 | 0.60 | 0.08 -
JH.G302 | 2.5/3.2/4.0/5.0 E430-16 E430-16 | PAPB,PC.PD,PE,PF | DC+/AC |0.075| 0.38 | 0.45 |0.027[0.013[16.78| 0.20 | 0.16 | 0.14 -
JH.G307 | 2.5/3.2/4.0/5.0 E430-15 E430-15 | PA,PB,PC,PD,PE,PF DC+ 0036 0.16 | 0.71 [0.019]0.006|17.86| 0.12 | 0.26 | 0.05 .

09

561

25

T AR AR S DR WA Cr7 AT

For welding stainless steel Cr17 structure parts with nitric acid corrosion resistance and heat resistance.

10




[SIEER T EES
HIGH TENSILE STRENGTH STEEL WELDING ELECTRODE

Pt s U2
JH.E9018M | 2.5/3.2/4.0/5.0 | E6218-N3M1 E9018M | PA,PB,PC,PD,PE,PF | DC+/AC | 0.058 | 1.02 | 0.37 [ 0.024 [ 0.011 | 0.13 | 1.66 | 0.33 | 0.01 - 595 690 26 -50C /85 ézoMpa.ﬂmﬁE%Wk%m_ , SRBRAE s g
For welding 620MPa grade high strength steel, the coat is iron powder low hydrogen type.
o e L) A
JH.E11018M | 2.5/3.2/4.0/5.0 | E7618-N4M2 E11018M | PA,PB,PC,PD,PE,PF | DC+/AC | 0.065 | 1.38 | 0.42 | 0.019 | 0.008 | 0.26 | 2.19 | 0.43 | 0.01 = 750 830 23 -50 C /80 760MPa‘ﬂ&|—J§EEfNJﬁ=*§H§, BB : 5
For welding 760MPa grade high strength steel, the coat is iron powder low hydrogen type.

MRS
HEAT RESISTING STEEL WELDING ELECTRODE

TGS AR BEIR T 520 C RUBROGARRIAK, W1 15CrMo %o

JH.R307 2.5/3.2/4.0/5.0 E5515-1CM E8015-B2 | PA,PB,PC,PD,PE PF DC+ 0.065 | 0.6 0.39 | 0.021 |0.012 | 1.18 | 0.55 - = - 501 595 26 IR nes For welding pearlite heat-resistant steel, such as 15CrMo, whose welding working temperature is lower than
520C .
TG TR ETRREATT 520 C HIBOBIRMEAGN, W 15CiMo 5.
JH.R308 | 2.5/3.2/4.0/5.0 | E5518-1CM | E8018-B2 | PA,PB,PC,PD,PE,PF | DC+/AC | 0.073 | 0.75 | 0.35 | 0.018 [ 0.010 | 1.25 | 0.50 - - - 520 590 21 Wi /145 | For welding pearlite heat-resistant steel, such as 15CrMo, whose welding working temperature is lower than
520C .
T TR TR T 540 CHIBRIGIRTIAGE, W1 12CrMov %
JH.R317 2.5/3.2/4.0/5.0 | E5515-1CMV - PA,PB,PC,PD,PE,PF DC+ 0.058 | 0.64 | 0.25 [ 0.018 [0.012 | 1.16 | 0.44 | 0.18 - - 545 641 22 Wi 115 For welding pearlite heat-resistant steel, such as 12CrMoV, whose welding working temperature is lower than
540C .
3 & AT A 2.25Cr- 23S N TRE S ST 19
JH.R407 2.5/3.2/4.0/5.0 E6215-2C1M | E9015-B3 | PA,PB,PC,PD,PE,PF DC+ 0.076 | 0.71 | 0.34 | 0.016 | 0.010 | 2.43 1.15 - - - 580 650 19 R /150 LH%FE*&ZZSACL” Hivio; ?@Eﬁjjﬁﬁim e
For welding pearlite heat-resistant steel, such as 2.25Cr-1Mo.
. T 2.25Cr- 1Mo RHIEARTHARZA .
JH.R408 2.5/3.2/4.0/5.0 E6218-2CIM | E9018-B3 | PA,PB,PC,PD,PE,PF | DC+/AC | 0.070 | 0.75 | 0.35 | 0.020 | 0.008 | 2.28 1.05 - - - 575 675 195 HiR /160 LFH:F}:;E Z ZS,CY 1¥a ﬁEkjtﬁxﬁLH%m RIA
For welding pearlite heat-resistant steel, such as 2.25Cr-1Mo.
' i jet el S = T .
JH.RS07 | 2.5/3.2/4.0/5.0 | ES5515-5CMV - PAPBPCPDPEPE | DC+ [0.070 | 0.70 | 041 |0.020 [ 0.008 | 525 | 055 | 025 | 0.05 - 510 625 2 R g |TALRECEMY RN, MAOCHERAIRLNENR. -
For welding Cr5MoV, such as high temperature hydrogen corrosion resistant pipeline at 400 C .
i i e
JH.R707 2.5/3.2/4.0/5.0 E6215-9CIM | EB8015-B8 | PA,PB,PC,PD,PE,PF DC+ 0.086 | 0.61 0.21 | 0.019 | 0.007 | 10.28 | 0.95 - - Ni:0.15 640 720 20 - AT 9.Cl‘ 1Mo AR
For welding 9Cr-1Mo.
e BT AR R B R A Bk, 01 A213-T01/A335-Po1 SFTHAMKESA.
JH.R717 2.5/3.2/4.0/5.0 | E6215-9CIMV| E9015-BS1 | PA,PB,PC,PD,PE,PF DC+ 0.092 | 0.73 | 0.23 | 0.018 | 0.009 | 9.50 | 0.99 | 0.25 = Nb '05 621 764 20 - For welding superheater tubes and heads of high temperature and high pressure boilers, suh as A213-T91/
Al.' 0' 0’1 A335-P91 and other heat-resistant steel structures.

IEEHHRESE

HARD-FACED CLADDING WELDING ELECTRODE

Class

o g (=K FEtnE RS | BiRsE HERIAB SRR D FIE (Wi%)
G Speci(ﬁcatio)n Equivaleﬁt Standard Welding | Type Of Typical Chemical Composition Of Deposited Metal(wt%) SAREHR B IEREEIE i3

Typical Mechanical Properties Of Deposited Metal Application

(mm) EfmGB | Ztr Aws | Position | Current e Ty st [ p [ S | Cr | Mo | V | W |Others

T HER AL SR DL STl T 2 B AT )
JH.D256 3.2/4.0/50 | EDMn-A-16 | EFeMn-A PA,PB DC+/AC | 0.68 | 14.16 | 0.52 - - - - - - - HB:190 For cladding all kinds of crushers, high manganese rails, bulldozers and other parts which are vulnerable to impact
and die damage.

BT HEIR TARREEART 450 C MBS & 42 A3 R I 1 )45

For cladding shafts and valves of carbon steel or alloy steel whose surfacing temperature is below 450 C .

JE T HERR AR AR T 450 C AR EE &< Bl R2 IR 1 155

For cladding shafts and valves of carbon steel or alloy steel whose surfacing temperature is below 450 C .
ERTAOANN. 7 LIRS AR B SR A iR

JH.D608 3.2/4.0/5.0 EDZ-A1-08 - PA,PB DC+/AC 3.61 - - - - 3.82 4.16 - - - HRC:56 Hardfacing of agricultural and mining mechanical parts, which bear light impact load and have good resistance to
abrasion of sands and minerals.

JH.D506 3.2/4.0/5.0 EDCr-Al-16 & PA,PB DC+/AC 0.12 & - 0.022 | 0.007 | 12.85 o = = ki HRC:41

JH.D507 3.2/4.0/5.0 EDCr-Al-15 < PA,PB DC+ 0.12 i - 0.024 | 0.008 | 13.47 5 = s B HRC:41

11 ===, ===, 12




HIRIRR

CAST IRON WELDING ELECTRODE

BT D #

For welding and repairing general gray iron castings.

&M TIRANEEK O S5 S BEA RN LA

For welding and repairing important thin-walled gray cast iron parts and workpieces.

JH.Z208 2.5/3.2/4.0/5.0 - PA,PB,PC,PD,PE,PF | DC+/AC 0.012 B =
JH.Z308 2.5/3.2/4.0/5.0 EZNi-1 ENi-Cl PA,PB,PC,PD,PE,PF | DC+/AC 1.12 0.31 1.55 0.007 1.52 92.80 =
JH.Z408 2.5/3.2/4.0/5.0 EZNiFe-1 ENiFe-Cl PA,PB,PC,PD,PEPF | DC+/AC L.19 121 0.38 0.007 Rem 53.01 =
JH.Z508 2.5/3.2/4.0/5.0 EZNiCu-1 ENiCu-B PA,PB,PC,PD,PE,PF | DC+/AC 0.4 1.80 0.45 0.012 4.70 63.50 |Cu: 28.7

TE TR SR O MR BB AT

For welding and repairing important gray cast iron parts and ball-milled cast iron.

ERESENESR

NICKEL AND NICKEL-BASED ALLOY STEEL WELDING ELECTRODE

I8P T YR AN R BN 5 O R Bk

For welding gray iron castings with low strength.

310

440

26

T R SRR A B (A B BAR S THR IR, o (R AR )
For welding of commercial pure nickel forgings and castings themselves and for joining nickel and steel. It can
also be used as surfacing transition layer.

350

505

38

TR - RS ERRE, TS - WA SRR, LIHRRE R .

For welding of nickel-copper alloys, welding of steel and nickel-copper alloys, and cladding of steel.

395

625

42

FITHR - 4% - RO RS, LRl T A R SRR & S St R
For welding of nickel-chromium-iron alloys, cladding of steel and welding of different materials of steel and
nickel-based alloys.

JH.Ni107 2.5/3.2/4.0 ENi2061 ENi-1 PA,PB,PCPD,PEPE| DC+/AC |0.021| 0.32 | 0.71 | 0.009 | 0.004 | 0.11 | 9547 | 0.54 | 1.38 AlL:0.01
JH.Ni207 2.5/3.2/14.0 ENi4060 ENiCu-7 |PA,PB,PC,PD,PE,PF DC+ 0.023 | 3.34 | 0.81 | 0.009 | 0.005 | 27.30 | 67.38 | 0.50 | 0.42 Al:0.03
; ; : Cr:15.93
JH.Ni307-3 2.5/3.2/4.0 ENi6182 ENiCrFe-3 |PA,PB,PC,PD,PE,PF DC+ 0.038 | 6.79 | 0.35 | 0.007 | 0.005 | 0.05 | 68.85| 5.71 | 0.09 Nb+Ta:1 52
Cr:21.45
JH.Ni327-3 2.5/3.2/4.0 ENi6625 ENiCrMo-3 | PA,PB,PC,PD,PE,PF DC+ 0.038 | 0.20 | 0.45 | 0.014 | 0.002 | 0.03 | 62.40 | 2.51 - | Nb+Ta:3.56
Mo:9.59
Cr:15.70
JH.Ni327-4 2.5/3.2/4.0 ENi6276 ENiCrMo-4 |PA,PB,PC,PD,PE PF DC+ 0.016 | 0.73 | 0.18 | 0.008 | 0.007 | 0.04 | 58.20 | 4.90 - W:3.92
Mo:16.25

510

785

38

FITHR - 8% - SHAG SR, Wl TR I 5 A T R & 2 0 e 4R
For welding of nickel-chromium-molybdenum alloys, cladding of steel and welding of different materials
between steel and nickel-based alloys.

HERR

COBALT-BASED WELDING ELECTRODE

488

710

48

TR - 58 - # - SHA G SRR, BT ATHERES SRR,
It can be used in low-carbon nickel-chromium-molybdenum alloys, as well as in the welding of other nickel-
based alloys.

JH.D802 | 2.5/3.2/4.0/4.8 | EDCoCr-A-03 | EDCoCr-A PA,PB DC+/AC

30.83

JH.D812 | 2.5/3.2/4.0/4.8 | EDCoCr-B-03 | EDCoCr-B PA,PB DC+/AC

1.41

1.28

0.99

30.45

8.55

297

Rem

245

0.18

iz el YN W Y IR PA DAY )t R

Used for cladding high temperature and high pressure valves, thermal cutting blade engine valves, etc.

13

AT AR IR, w RN R RN AT ST
Used for cladding high temperature and high pressure valves,axle sleeve and liner sleeve of high pressure pump,
screw push rod, etc.

14



BRENSEOR 22
CARBON STEEL SOLID WELDING WIRE

JH.ER50-6Z

JH.ER50-6

JH.ER50-2

JH.ER50-3

JH.ER50-4

JH.ER49-1

JH.ER50-G

JH.ER55-G

JH.ER60-G

JH.ER70-G

JH.ER80-G

0.6

0.8

0.9

2.0

2.4

3:2

4.0

ER50-6 ER70S-6
ER50-6 ER70S-6
ER50-2 ER705-2
ER50-3 ER70S-3
ER50-4 ER70S-4
ER49-1 -
ER50-G ER70S-G
ER55-1 ER80S-G
ER60-G ER90S-G
ER70-G ER100S-G
ER80-G ER110S-G

PA

PB

PC

PD

PE

PF

470

560

31

-30C /90

FEHEHAR 22 ER70S-6 HITHE4% s00MPa e S AT 2 IE AR, tLal 1 TRalifi. EiE ma L.
EMTF LR AR ERlas AR, arasmblbg. EEUR BN, A Tt A,
MR FREE. BRSNS .

Non-copper coated wire is used for welding 500MPa low alloy steel single and multi-pass welding; also for high
speed thin plates, pipe line steel welding. Suitable for manual welding, automatic welding and robot welding, such
as oil machinery, heavy crane machinery, pressure vessels, oil-chemical vessels, ship body, bridge, construction
steel structure, etc.

425

540

31

-30C /89

FIF 4842 500MPa (I f SN ELERIZ N ] 1T sl BB egte. ST F LR,
B st ntlas ARs, Wail. ERGEENM. RS Al TAS. M. . @
HESHYAE .

Used for welding 500MPa low alloy steel single and multi-pass welding; also for high speed thin plates, pipe line
steel welding. Suitable for manual welding, automatic welding and robot welding, such as oil machinery, heavy
crane machinery, pressure vessels, oil-chemical vessels, ship body, bridge, construction steel structure, etc.

445

540

25

-30C /60

ER708-2 SORZZ | T MR T ARPE DA b 450M Pa Il 500M Pa £330 B2 50 ] 0 1 A A4
258, RERUE R TR AR B, R

ER705-2 is a solid wire for single-pass and multi-pass welding and butt or fillet structures made of 450MPa and
500MPa tensile strength steel, in particular for high speed welding sheet, eg, automobile.

435

540

29

-20C /90

JHT AR MR, SR A PR A (TR S R A

Used for welding low-carbon steel thin plates, low-carbon steel parts with thorough surface treatment.

425

540

29

-30C /75

FT AR WA S

Used for welding sheet metal and thin plates, steel pipes.

520

30

FT AR AR AT — LA 5 A .

Used for welding low-carbon steel and some low-alloy steel structures.

520

593

30

-30C /157

JUTIREEAF s00MPa Z5HQH00F IR JEEIE, T so0MPa £147 AY R
Used for welding all kinds of 500MPa structural steel parts, thick plates and thick pipelines, for high speed
welding on 500MPa base metals.

495

590

28

-40C /112

FITF 500MPa IUTIHARZEH, WIZE40. #evE TR, MBS,

Used for the weathering resistant structure on 500MPa such as vehicle, offshore engineering and bridge.

550

650

25

-20C /103

IE T 1454 cooMPa SR EEHEEH, I TRENURG E5E. MR, ETIAER .
Suitable for welding 600MPa high strength steel structures, such as construction machinery, pipelines, ships,
pressure vessess, etc.

DC+/CO2 0.08 | 1.5 | 0.80 |0.0100.020| 0.11 |0.022|0.029 | 0.008 | 0.020 -
DC+/CO2 0.07 | 1.53 | 0.85 [0.011|0.010| 0.12 | 0.022 | 0.029 | 0.008 | 0.010 -
Al 0.08
DC+/CO2 0.05 | 1.20 | 0.60 |0.016|0.010| 0.20 - - - - Ti: 0.11
Zr:0.08
DC+/CO2 0.074| 1.01 | 0.62 | 0.015|0.011 | 0.11 |0.020 | 0.021 | 0.007 | 0.010 -
DC+/CO2 0.11 | 1.11 | 0.72 | 0.016 | 0.013 | 0.19 | 0.022 | 0.026 | 0.007 | - -
DC+/CO2 0.06 | 1.90 | 0,80 |0.015]0.011| 0.11 | 0021 | 0,005 | - - -
DC+/CO2 0.10 | 1.45 | 0.71 [0.011|0.013| 0.14 - - - - Ti 085
DC+/CO2 0.07 | 1.70 | 0.60 | 0.005| 0.05 | 0.21 - - 0.18 - Ti: 0.15
DC+/CO2 0.07 | 1.70 | 0.60 [0.005| 0.05 | 0.21 - - 0.18 - Ti: 0.15
DC+/80%Ar :
H 1. R g i , - 1. X a 0.
+209%COn 0.083 72| 0.62 |0.014{0.008 | 0.24 14 | 0.42 Ti: 0.10
DC+/CO2 0.074| 1.75 | 0.47 [ 0.008 | 0.004 | 0.20 | 0.30 | 2.11 | 0.54 - -

650

750

23

-20C /121

JEMT 700MPa W RELARES KM AR B, A TREUAL. EENUM. R EIE. M. R AR
Suitable for welding 700MPa high strength steel structure, such as construction machinery, hoisting machinery,
bridges, pipelines, ships, pressure vessels, etc.

SNSRI

STAINLESS STEEL SOLID WELDING WIRE

730

840

24

-20C /90

TER TAR LTS 790MPa IUREIREEESIY. WA T e Aede TRALAR. S HENUM. ARAE. 71l
MRS SR LM 4R e

Suitable for welding high strength structures with tensile strength of 790MPa. It can be used for welding some key
structures, such as pressure vessels, construction machinery, hoisting machinery, ships, mining machinery, etc.

HARREEE BMERERIE
Typical Mechanical Properties Of Deposited Metal

AR
Y.P.(MPa)

TAEE
T.S.(MPa)

FE{HRER
E.L.(%)

b
1V.(J)

i
Application

635

39

FAITHRME. SEREH RTINS G, WA HTIRERAE. HITRN R,
Used in nuclear submarines, ballistic steel and other special occasions which require non-magnetic, and can also
Dbe used for dissimilar steel which is difficult to weld and easy to crack.

590

39

JRZATREAML L. EAASE. SR, BT IRE. IS 2. ZREDES, W
JEHE 12Cr18Ni9 (SUS302) ~ 06Cr19Nil0 (SUS304) iHk}.

Widely used for welding petrochemical, pressure vessels, food machinery, medical equipment, fertilizer
equipment, textile machinery, nuclear reactors, such as welding 12Cr18Ni9(SUS302), 06 Cr19Ni10(SUS 304) and
other materials.

e (=K ) .
e SR HAREEEE B HIE (Wi%)
e Spe(crlrt:rcr:stlon Equivalent Standard ﬁﬁgf %ﬁ'_ﬁ% lO?ﬁ: Typical Chemical Composition Of Deposited Metal(wt%)
Ll Positiog Cur¥gnﬁGas
MIG | TIG Etr GB SEtR AWS C |Mn| Si | Cr| N |Mo| P S | Others
JH.ER307 HO09Cr21Ni9Mn4Mo ER307 0.080 | 4.50 | 0.43 |20.02 | 9.52 | 0.97 |0.012 | 0.011 -
0.8 12 PA
JH.ER308 00 e HO8Cr21Ni108i ER308 R 0.040 | 1.80 | 0.31 |20.15| 9.52 | 0.43 | 0.013 | 0.008 -
1.0 2.0 PC
DCH/ Ar
i% 2.4 . PD
JH.ER308L HO3Cr21Ni108i ER308L 0.023 | 1.63 | 0.40 |20.12 | 10.35| 0.37 | 0.013 | 0.009 -
16 32 PE
2.0 4.0 PF
JH.ER308LSi HO3Cr21Ni108Sil ER308LSi 0.023| 220 | 0.75 | 19.82 | 10.54 | 0.36 | 0.018 | 0.011 -

605

38

FrZATAMEL. EAEE i ETiRg. WS (it SigWib. e
SEMAREE, 1 022Cr19NII0 (SUS304L) S544%}.

Widely used for welding petrochemical, pressure vessels, food machinery, medical equipment, fertilizer
equipment, fertilizer equipment, textile machinery, nuclear reactors, such as welding 022Cr19Ni10(SUS 304L)
and other materials.

15

610

39

JTRZ AT T TR 2 £ AU 7 il AL NE AR AT M 5462 , A0 022Cr1 9N 10(SUS304L)
SEMEHY IR

Widely used for welding petrochemical, pressure vessels, food machinery, medical equipment, fertilizers and
other related industries, such as welding 022Cr19Ni10(SUS 304L) and other materials.

16




SBPER S EARIEREBIE
Typical Mechanical Properties Of Deposited Metal

EIREE
Y.P.(MPa)

TABEE
T.S.(MPa)

SE{RER
E.L.(%)

e
1.V.(J)

KA
Application

600

38

il s S N7 g R S et )| e (R BN G N S 07 N7 9 T [ A IS
NEARETL.

Used for welding carbon steel and stainless steel dissimilar materials or applied to poor toughness martensite,
pearlite stainless steel. Suitable for petrochemical, thermal power and other industries.

590

38

FIFREEBRAUNE NS AT IR, A TAT s 22 A B A SRR
Used for welding carbon steel and stainless steel dissimilar materials, petrochemical industry such as the reation
vessel wall cladding transition metal or applied to poor toughness martensite, ferritic stainless steel.

385

39

FTEBEBAARAGERR AR, ATt &2 S g, SRR AN,

Used for welding carbon steel and stainless steel dissimilar materials, petrochemical industry such as transition
metal container wall cladding or applied to poor toughness martensite, ferritic stainless steel.

595

38

WA RS AR SRR, WAl T2 AR Fh AR
Often used for welding products such as high-temperature furnaces, coal coking equipment, can also be applied
to the composite layer surfacing and welding dissimilar steels.

580

40

WRTAML T (AR RAREE, W 06Cr17NI12Mo2 (SUS 316) “ftH .

Often used for welding petrochemical, fertilizer equipment, such as 06Cr17Ni12Mo2(SUS 316) and other
materials.

590

HRFAMLT. ILREIFRE, 0 022Cr17Ni12Mo2 (SUS316L) FTH.
Often used for welding petrochemical, fertilizer equipment, such as 022Cr17Ni12Mo2(SUS 316L) and other
materials.

580

AT AT IERESEA R 1T T RS R E SRR, B RIFRm i,
1 00Cr17Ni14Mo2 (SUS316L) o

Often used for welding petrochemical, fertilizer equipment and other materials. For the welding of same type of
stainless steel and composite steel, has good corrosion resistance, such as 00Cr17Nil14Mo2(SUS316L).

595

WINFREETMIBL BITiRE. OSSR ARSHE, W o7CoNilIT (SUsS32l) »
Often used for welding food machinery, medical equipment, pressure vessel, petrochemical and other occasions,
such as 07Cr19Ni11Ti(SUS 321).

627

38

HATEMIM. Ey7ida. EOEME. Tl TERHE AR, W 07CroNilTi (SUS321) -
07Cr18Nil1Nb (SUS 347) o

Often used for welding food machinery, medical equipment, pressure vessel, petrochemical and other occasions,
such as 07Cr19Ni11Ti(SUS 321), 07Cr18Nil INb(SUS 347).

520

22

T T R AR TR EAL R S i R A4, A0 12Cr13 (SUS 410) o
Often used for hydropower stations as well as valves and other wear and corrosion applications, such as
12Cr13(SUS 410).

AHE (BK) ek =
) At HRIIAES BCFERR D BIE (W%)
e SRecHEauon Equivalent Standard E&ﬁ__ﬁg R/ Sk Typical Chemical Composition Of Deposited Metal(wt%)
Class (mm) Welding Type Of
_ _ Position Current/Gas ; :

MIG | TIG Etr GB EfR AWS C [Mn| Si | Cr| Ni [Mo| P | S |Others
JH.ER309 H12Cr24Ni138i ER309 0.081 | 1.61 | 0.40 |23.85|13.15| 0.23 | 0.012 | 0.013 =
JH.ER309L H03Cr24Ni138i ER309L 0.021 | 1.95 | 0.34 |23.90 | 12.92| 0.39 | 0.012 | 0.008 g
JH.ER309LSi HO03Cr24Ni138i1 ER309LSi 0.021 | 2.33 | 0.78 |23.93 | 13.84 | 0.46 | 0.012 | 0.014 -
JH.ER310 | 08 1.2 H12Cr26Ni21Si ER310 PA 0.087 | 2.00 | 0.38 |27.42 |21.82| 0.35 | 0.011 | 0.009 -

0.9 1.6 PB
JHER3I6 | o 50 | HOSCrIoNil2Mo2si ER316 s 0.048 | 1.75 | 0.45 [19.63 | 12.52| 2.5 |0.011 | 0.010 -

DC+/Ar

112 2.4 PD
JH.ER316L HO3Cr19Ni12Mo28i | ER316L 0.023 | 1.90 | 0.42 |19.12 | 12.59 | 2.59 | 0.009 | 0.008 -

1.6 3.2 PE

2.0 4.0 PF
JH.ER316LSi HO3Cr19Ni12Mo28il | ER316LSi 0.024 | 1.61 | 0.73 |18.72 | 11.54 | 2.31 | 0.011 | 0.010 .
JH.ER321 HO8Cr19Ni10Ti ER321 0.028 | 1.54 | 0.47 [19.60 | 9.76 | 0.42 |0.015|0.009 | Ti:0.58
JH.ER347 HO8Cr20Ni10Nb ER347 0.027 | 1.80 | 0.40 |20.39 | 9.92 | 0.33 |0.015[0.012 .
JH.ER410 H12Crl13 ER410 0.080 | 0.41 | 0.30 |11.83 | 0.19 | 0.33 |0.021 | 0.011 -
JH.ER430 H10Cr14 ER430 0.035| 0.43 | 0.35 |16.39 | 0.22 | 0.21 | 0.018 | 0.012 z

28

WA TR B ML, 0 10C17 (SUS430) APERREE. RS WARKERG S

Often used for welding corrosion component, such as 10Cr17(SUS 430) material devices, fence, golf class.

1R 22
SUBMERGED ARC WELDING WIRE

360

450

29

-20C /80

SRAIH)431 SRR IR AISI301 S1501 BUE(E . HIT sokg ZREFA B9 ms i RN TE LR o
Used together with fused flux HJ431 or sintered fluxes 5J301 and §J501. Used for both high speed welding and
filling welding on 50kg class base metals.

420

510

31

-20C 145

EMI2K FAFH7E% 450-500MPa HTHEBR BEAIEEHT, INGR47 s MRS PRI TR A0eR DARHAL A i UL
JERERT, BEAT BRI, SR 300-350 C T THERE 1-2 /N

EMI12K is for welding 450-500MPa tensile strength structures, such as boiler, 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 300-350 C for 1-2 hours.

360

480

31

-20C /110

HIRIIH]350 BUEREE IR AISI101 FCEGEH . HIT sokg ZUEHM I SR AR o
Used together with fused flux HJ350 or sintered flux $]101. Used for both high speed welding and filling welding
on 50kg class base metals.

440

530

30

-20C /150

IR Hy350 BBSEEARA sj101 FEEE . FIT sokg ZERH AR AT . S B B AR
TR 12 kR

Used together with fused flux HJ350 or sintered flux SJ101. Used for both high speed welding and filling welding
on 50kg class base metals. The deposited metal has very stable mechanical properties.

425

535

32

-20C /110

L8770 S)301 B sj101 BEESEET . AT sokg AR AR EUIE RSN . BRI TR B 7
RSB

Used together with fused flux $]301 or sintered flux §]101. Used for both high speed welding and filling welding
on 50kg class base metals. Mostly used for welding boilers, pressure vessels, bridges, ships, etc.

JH.HO8A 2.0/2.4/4.0/4.8 HO8A EL12 PA DC/AC 0.07 0.40 0.018 0.014 0.011 0.10 = =
JH.EMI2K 2.0/2.4/4.0/4.8 - EMI12K PA DC/AC 0.056 1.30 0.30 0.020 0.010 0.50 0.025 0.010
JH.HO8MnA 2.0/2.4/14.0/4.8 HO8MnA EM12 PA DC/AC 0.066 0.88 0.022 0.010 0.013 0.075 0.02 0.021
JH.H10Mn2 2.0/2.4/4.0/4.8 H10Mn2 EH14 PA DC/AC 0.013 1.87 0.05 0.013 0.011 0.020 0.018 0.015
JH.H10MnSi |2.0/2.4/3.2/4.0/4.8| HI10MnSi EMI3K PA DC/AC 0.089 1.01 0.61 0.016 0.016 0.110 = =
JH.EH12K 2.0/2.4/3.2/4.0/4.8 - EHI12K PA DC/AC 0.084 1.84 0.65 0.020 0.009 0.046 0.020 0.021

450

590

26

-20C /85

HIT 450-500MPa HUN R EERNEL I A N ARHEEEH, 8. FR. IR,
For welding structures made by 450-500MPa tensile strength carbon steels or low alloy steels, such as boiler,
bridge, pressure vessels and so on.

17
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BREMZT AR 22
CARBON STEEL FLUX-CORED WELDING WIRE

480

580

27

-20C /128

TG AT IRBRANAN 400MPa ZE R BRI R EMESIARIREE, I AR, B3 B PURG RS

LEEaE L

Used for welding structures made of carbon steel and low-alloy structural steel with tensile strength higher than or
equal to 490MPa. Most widely used for welding some key structures like shipbuilding, mechanical manufacture,
pressure vessels, boilers, petroleum machinery, chemical machinery, hoisting machinery, etc.

465

540

29

-40C /98

TR MRS MEPE LR HUMSEGHE, RIVEE, Wb, MEL, BERCRIF.
Can be used in a variety of applications, such as for shipbuilding, bridges, oceaneering, machineries, etc. Arc is
stable, low spatter generation, little fume generation and good slag removal.

430

560

29

-20C /120

TR B TRSREA T 5T 490MPa MRHUANL & A5 M I 0 2 T R A DRI 288
WY O AT RS SRS R .

Used for welding structures made of carbon steel and low-alloy structural steel with tensile strength higher than or
equal to 490MPa. Most widely used for welding some key structures like shipbuilding, mechanical manufacture,
pressure vessels, boilers, petroleum machinery, chemical machinery, hoisting machinery, etc.

480

570

31

-30C /185

HT R BERRRE NT 5T 400MPa. MGREIELT . SURMEITIIRSHTUR S 458 TN, 4
. PG BODAER. A T, B EIURSE SRR .

Used for welding carbon steel and low-alloy structural steel with tensile strength higher than or equal to 490MPa
and with excellent low temperature toughness and good crack-resistance. Used for welding some key structures
like shipbuilding, vehicles, mechanical manufacture, pressure vessels, petrochemical machinery, hoisting
machinery, etc.

430

530

23

-20C /105

E71T-11 4 50 2T ARIFEIRL . EHTEAELIH TR EN N2 B . RETWR N B
WASRE. M, BUE, RALRIIE.

E71T-11 is a self-shielded flux cored wire for single and multi-pass applications in all positions. Arc is smooth and
soft, good welding performance, full slag covering and easy slag removal.

JHL501T-1 | 0.8/0.9/1.0/12/1.6 | E501T-1/9 | E71T-1G/9C ';%ﬁi(g DC+/CO, 0.05 1.35 0.45 0.012 0.01 .
< PA,PB,PC, o )
JH711 | 0.8/0.9/1.0/12/16 | E501T-1L | E71T-1C-] Sl DC+CO, 0.05 141 039 0.011 0.006 | 100%CO,
JH.70MC | 0.8/0.9/1.0/1.2/1.6 | E500T-1 E70T-1C PAPB DC+/CO, 0.05 147 0.41 0.013 0.008 =
PA.PB,PC, -
JH7IT-5 | 0.8/0.9/1.0/1.2/1.6 | ES01T-5/5M | E71T-5C/5M gt DC+/CO, 0.07 158 0.34 0.022 0.012 -
JH.71T-11 1.2/1.6/2.0 ES01T-11 E71T-11 FALERGED: DC-/None 0.08 0.6 0.14 0.012 0.009 .
PE,PF,PG
PA,PB PC,
JH71T-GS | 0.8/0.9/1.0/1.2/1.6 | E501T-GS | E71T-GS e DC-/None 0.09 0.88 0.34 0.012 0.009 -

450

E7IT-GS M TR A AlEES IR E.

E71T-GS is suitable for welding of mild on bridge oil production platform, petroleum pipeline and its dabber.

RENG IR L

STAINLESS STEEL FLUX-CORED WELDING WIRE

HARREEE BRMEREPIE
Typical Mechanical Properties Of Deposited Metal

[EAREREE
Y.P.(MPa)

FRBREE
T.S.(MPa)

FEfEE
E.L.(%)

s
1.V.(J)

RIFB
Application

610

41

AT EERFIZER (06Cr19Ni10) ITANSEHRESF T
Used for welding stainless steel structures parts of the same type (06Cr19Nil10).

590

43

TS5 022Cr19Ni10 AFE, ] T TAEREALT 300 CliEHAT 06Cr 18N Ti AMFINEEFIE .
For welding 022Cr19Ni10 stianless steel anf for corrosion resistant 06Cr18Nil1Ti stainless steel structure parts
whose working temperature is below 300 C .

590

40

T TAFRENLT 400 CAfb TARE #HE IR ABME . Ham. FRAmEmais, el
FT LR A

For welding the same type of stainless steel structure, composite steel and dissimilar steel components, which

are manufactured by petrochemical equipment with working temperature below 400 C , can also be used for
caldding of transition layer.

580

38

AT IRERZET AR TAH AT (ARRG SRR ), Wi T RAEREE.
Used for welding same type of ultra-low-carbon stainless steel structure (such as urea synthesis tower lining), and
also can be used to weld dissimilar steel.

560

34

16 316L WIEER BB T 19% B9 Mo, i Uil REEAL S o

On the basis of 316L, the pitting corrosion resistance is better by adding 1%.

595

38

PR L=, AR BRI, AT T AL AR A R A
For high temperature resistance products, such as high temperature furnace, coal coking equipment, can also be
used for clad surfacing and dissimilar steel welding.

590

39

F T S i S ek e e RUE 1 o6Cr1gNiT 1 BU S I ANER 4N

For welding 06Cr18Nil1 corrosion-resistant stainless steel with titanium or niobium stability.

- HatrE BRNEHEBUERSHIE (Wt%)
=z At .(.ga'l.é) Equivalent Standard E&ﬁ__iﬁ R / Sk Typical Chemical Composition Of Deposited Metal(wt%)
Class Specification Welding Type Of
(mm) E#x GB | ZtRAWS | Position | Current/Gas | C | Cr | Ni | Mo | Mn | Si | P S | Cu | Others
JH.308 12/16 E308LT1-1 | E308LT1-1 DC+/CO2 0.029 | 1982 | 961 | 001 | 124 | 063 | 0.018 | 0.008 | 0.01 :
JH.308L 1.2/1.6 E308LTI1-1 | E308LTI-1 DCH/CO2 0.022 | 19.51 | 947 | 001 | 152 | 0.77 | 0.019 | 0.003 | 0.01 -
JH.309L 12/1.6 E309LT1-1 | E309LT1-1 PA DCH/CO2 0.036 | 24.31 | 12.10 | 0.02 | 148 | 0.73 | 0.023 | 0.002 | 0.06 -
PB
JH.316L 1.2/1.6 E316LT1-1 | E316LTI1-1 PC DC+/CO» 0.034 | 19.15 | 1227 | 2.64 | 1.64 | 060 | 0.017 | 0.005 | 0.03 -
PD
JH.317L 1.2/1.6 E317LT1-1 | E317LT1-1 - DCH/CO2 0.025| 183 | 137 | 33 | 173 | 041 | 0018 | 0.005 | 0.02 .
JH 310 12 E310LT1-1 | E310LT1-1 PE DC+/CO2 0.12 | 2578 | 2025 | 0.01 | 241 | 059 | 0011 | 0.003 | 0.01 -
JH.347L 1.2/1.6 E347LT1-1 | E347LT1-1 DC+/CO: 0.022 | 1966 | 938 | 0.02 | 145 | 0.64 | 0019 | 0.002 | 0.01 |Nb+Ta:0.38
JH.312 1.2 E312LT1-1 | E312LT1-1 DC+/CO2 0.050 | 28550 | 85 | 001 | 12 0.6 | 0.016 | 0.002 | 0.01 -

740

24

MFEEEEMeeBmnsE, BAAMERMTIAENE, W lTame. AWML ISR
DARE I 8 2 AR

It can be used for welding high nickel alloy and other metals, because of its excellent crack resistance. It can also
be used for welding high carbon steel, dissimilar steel and surfacing of transtion layer.

19
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BRESIET
SINTERED FLUX

AR IAE S R R E
Typical Mechanical Properties Of Deposited Metal

EIR3RE
Y.P.(MPa)

nAsREE
T.S.(MPa)

(R
E.L.(%)

bk
1V.(J)

RiFg
Application

&M T S22 (I HOSMnA. H10Mn2. HOSMnMoAs HOSMn2MoA 25) | &M TLHH. 155
SR PR T PO AT T TR ey S SR B R

Can be applied to different welding wires(such as HO8MnA, H10Mn2, HO8MnMoA, HO8Mn2MoA, etc.) and
is suitable for welding low carbon steel and low alloy steel. Moreover, it can be used for fast welding for pipeline
steel and thick wall structures of different high-tensile steel.

AT FFARBR S (R4 440 538 24842 (I HosA . HO8MnA. HOSMnMoA ) it {1 MR AL Bz ,
LT FH T SPOAR B DR B DT, e T R RN T B A SRR

The flux is fit for the submerge-arc welding of low-carbon steel and low alloy steel used together with appropriate
wires (such as HO8A, HO8MnA and HO8MnMoA), as well as the fast single-way and double-surface welding of
thin steel sheet, and it is usually used for the submerge-arcwelding of liquefied gas storge tanks, gas bottles and
pipeline steel.

JATHREEZ (HosA B HosMnA) B, AT T84, & SN AI 0 8 4
When applied to welding wires (HO8A or HO8MnA), it can weld boilers, pipeline steel and common steel.

atnE HRIAIARI S B RS BNE (Wt%)
B Equivalent Standard ﬁggﬂ ?m% Typical Chemical Composition Of Deposited Metal(wt%)
ing ype
Class 5 - »
ESl o = Position Current SiO2 Ca0 AlL,O3 | SiO2 Al203 | CaF
Eltr GB 15 AWS +Ti0p | Al20s | o0 | CaF2 | 8 P | 5MnO | +MnO | *MgO | + Ca0
A5.17 F7A4-EH14
JH.SJ101 | FAA2-HO8MnA | A5.23 F7TA0-EA2-A2 - - 15~20 | 25~30 | 25~30 | 15~20 | < 0.05 | =< 0.05 - - -
A5.17 F7A2-EM12
F4A2-HO8A F6A2-EL12
- - W, - i i = = . - - -
JH.SJ301 F5A2-HOSMnA F7A0-EM12K 15~20 25~30 15~20 0.05 0.05 | 25~30
F4A2-HOSA FoA2-EL12
& = s i 2% = < < = = =
JH.SJ302 F5A2-HO08MnA F7A2-EL12 20~30 30~40 15~25 7~10 0.06 0.06
F4A2-HO8A F6A2-EL12
- - o e ~ o~ < < - - -
JH.SJ501 F5A2-HOSMnA F7AO-EM12 25~35 | 50~60 5~10 5~10 0.05 0.05
F4A0-HO8A
i - s - - - - < < i ~ i~
JH.HJ431 F5A2-HOSMnA FeAZ-EL12 0.06 0.08 74~82 9~12 |110~140

& AT HO8A. HO8MnA~ HOSMnMo~ H10MnSi SFE & RG22 | v BRI . LA SMWE R8N,
ER TR B B S5 SR A B AR 2

When applied to various welding wires such as HO8A, HO8MnA, HO8MnMo and H10MnS;, it can weld low-
carbon steel, low-alloy steel and pressure vessel steel. And it is fit for fast welding of thin steel sheet like gas steel
tanks and membrane water-cooled wall in boiler factory.

T Ho8A, HO8MnA, HO8MnMo Ml HIOMnSi SR, TSR EARMEIR — 2L E 4, #ilin
16Mn A1 15MnV, EARAR, B5RTE MR, Hum] T B i AR .

When applied to welding wires such as HO8A, HO8MnA, HO8MnMo and H10MnSi, it can weld low-carbon steel
and some low-alloy steel like 16Mn and 15MnV, as well as ships, boilers and high-pressure vessels. And it also can
be used for electro-slag and copper welding.

teeEiRZ

ALUMINUM ALLOY WELDING WIRE

SRR TR AT B BEMBRI RS SRR ATk,

Pure aluminum welding wire used for welding electric power, chemical, food, metallurgical and railway locomotives and other industries related to aluminum.

BEG SR TN BTG SR, FREIES SRR,

Al-Mg alloy welding wire used for welding ships, offshore platforms, railway locomotive and car manufacturing and other industries related to aluminum.

RPEE SR AT G BB FMHIG S S BT p AR

Al-Mg alloy welding wire used for welding ships, offshore platforms, railway locomotive and car manufacturing and other industries related to aluminum.

FEATESH. Bl BB L. SRR AR R AR

Widely used in welding joint with special requirement of higher intensity, like engine, electric, power, chemistry, and food, etc.

MF iR a4 m L.

Used for jointing or overlay light alloy processing.

JH.ERLI00 | ¢ SAL1100 ER1100 0.10 0.95 - 0.05 - - 0.10 - 99.5
1.2
0.8
JH.ER5183 i & SAI5183 ER5183 0.10 0.40 0.40 |0.05-1.00|4.30-5.20|0.05-0.25| 0.25 0.15 Rem
0.9
JH.ER5356 2.0 SAI 5356 ER5356 0.10 0.25 0.40 0.05-0.20(4.50-5.50{0.05-0.20| 0.10 |0.06-0.20| Rem
1.0
2.4
JH.ER5087 | SAI 5087 ER5087 0.05 0.25 0.40 |0.70-1.10(4.50-5.20{0.05-0.25| 0.25 0.15 Rem
3.2
JH.ER4047 | 1.6 SAIL 4047 ER4047 03 |11.0-13.0| 0.80 0.15 0.10 0.05 0.20 - Rem
4.0
2.0
JH.ER4043 SAI4043 ER4043 030 | 45-60 | 080 0.05 0.05 - 0.10 0.20 Rem
24| T

FRREARLE T ARGEARAN. LT, R WaE. WEFESHARIME.

Al-Si welding wire used for welding ships, chemicals, mold, metallurgy and automobile industries related to aluminum.

22




ARREEELE
COPPER & COOPER ALLOY WELDING ROD & WIRE

iE54E SILICON BRONZE

18024373 Cu6560 | CuSi3sMnl bal. 0.02 05 0.5-1.5 - 0.05 0.02 2.8-4.0 02 0.4 0.5 T AR AR RIS 5 A e
) AR MIG $848%, T RIRY MIG HEJRIS
B/T94 Mi 1. Max0.01 | Max0.5 | MaxI. - - Max 0.02 | 2.8-4. Max1.0 | Max1.0 | Max0. ; ? i
GB/T9460 SCu6560 CuSi3Mn bal ax 0.0 ax 0.5 ax 1.5 ax 0.0 8-4.0 ax 1.0 ax 1.0 ax 0.5 - ST R L PR e S
BSENI14640 | Cu6560 | CuSi3Mnl bal. 0.01 0.5 0.5-1.5 < 0.02 0.02 2.8-4.0 0.2 0.2 0.4 910C 8.5kg/dm3 40% 1025C ) 80-90HB Best for butt and the hard facing of brass, especially
N/mm2 for the MIG welding of zinc coated steel sheet. Pre-
AWSA57 | C65600 | ERCuSi-A |  bal 0.01 0.05 15 s - 0.02 2.8-4.0 10 1.0 0.50 heat suggested when MIG hard facing for large size
products and use pulsed argon are welding while
DIN 1733 2.1461 SG-Cusi3 bal. Max 001 | Max03 | 05-1.5 i Max0.02 | Max0.02 | 2.8-40 | Max02 | Max02 | Max0.4 hard facing on stecl.

ALUMINUM BRONZE

15024373 Cu6100 CuAl7 bal. 6.0-8.5 - 0.5 & = 0.02 0.2 - 0.2 0.4 B RRE A TR AR e Er
ML, JRAEEIIEN, WIEH T S
GB/T9460 SCu6100 CuAl7 bal. 6.0-8.5 - Max 0.5 - - - Max 0.1 - Max0.2 | Max0.5 FoHEEA . TR WL 22
sz ELEL S5V i £ J=
GB/T9460 SCu6100A CuAl8 bal. 7.0-9.0 Max 0.5 | Max0.5 Max 0.5 - Max 0.02 | Max0.2 Max 0.1 Max 02 | Max0.2 %ﬂ;fé);;% T%Lﬁﬁfﬁﬁ%?‘??%ﬁ . 1sh
1030 C 7. 7kefdm3 40-45% 1040C 380-450 1008 Per.ect. or welding of pure and austenitic steel sheet.
kg N/mm2 Maintains good temperament flow and creates
BS EN14640 Cu6100 CuAl8 bal. 6.0-9.5 0.5 0.5 0.8 - 0.02 0.2 - 0.2 0.4 seamless welding line. Suggested for the butt joining
welding of copper with steel, particularly suitable for
AWS A5.7 C61000 | ERCuAl-Al bal. 6.0-8.5 - 0.5 - - 0.02 0.1 - 0.2 0.5 machinery and shipbuilding industry. Pulsed argon
arc welding is recommended for multilayer hard
DIN 1733 20921 | SC-CuAl$ |  bal. 75-9.5 | Max05 | Max1.0 | Max0.8 - Max0.02 | Max0.2 - Max0.2 | Max0.4 facing on steel.

TIN BRASS

T, - LHUR MR P ESTFER R
JUREMTERAL KBRS . O
. ) Bt i G & IR %.

HS221 | AWS A58 | C47000 |RBCuZn-A|57.0~61.0 | 0.01 0.05 0.25~1.00|  bal. 0.50 886 C 8.45kg/dm3 35% 901 C 375N/mm2 85HB Maost Populaf}m padding material of gas-welding
and carbon are welding in brass. It can also used in
brazing of copper, steel, copper-nickel, cast iron and
carbide cutting alloy tools incrustation.

gkl LOW-FUMING BRONZE

FE - IR BRI A EEIFEPR . 1 TR 6.
e ) e S, KABSRLR AR A ST RS,
HS222 | AWSAS5.8| C68100 |RBCuZn-C|56.0~60.0 | 001 | 0.25~1.20 [0.01~0.50 |  --- 005 | 0.04~0.15| 08~1.10 |  bal. 0.50 886 8.38kg/dm3 901C Most popular for padding material of gas-welding and carbon are welding

in brass. It can also used in brazing of copper, steel, copper-nickel, cast iron
and carbide cutting alloy tools incrustation.
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