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Welding Consumables & Standardisation

7’71/ 7.:Carbone : Electrodes —Wire rolls—Filler Material, 2017
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“Welding Consumable” mngfa anfililunadon viamsumanuiazes
Tansldaiu dredsmaduilelanzadllusesdevadansiunuiidesmaion Tasdainiu
agduiL/daa (Consumable) s@suumadonuumasyasmeiniodon

mssfinaulaussdsfuiidessismesm Gt fisufinmniesnunuadanad
wastlsraumsaifsunlunuddmnsannadey fsndudesfedaiuUsznn vieulia
¥03aIndoN wazIniinnIpuemaidenmuanatisniiianisdoasuazniadile i
unumuazanuddavaslanzainideniinanlflumswaesszmeiiofudvadusessdad
gosnsidenlidadiu iR Eenlanzaadentunmnnans Wy thafiGenain Consumable
11198 38na7a Electrode 111976380 Electrode cover flux 11197 381A Filler rod waz 11397380
Filler wire Balfidn3enlafinammezd Genmaniignfianumineidieaiu

R. Scott Funderburk (1999) lgnanlinmadendainusmddndiezsiudiate
Usansnmmssesdendeussninmadenlimadenfigndes adesszdeadanmaitend
HusiadeaiuiuTanzigasmadenfiinideniuii “Similar welding” Taaeldiilodaniiiiu
Tanstudgniunasalaseas wasilamdaunnsasienuiadufzios udluanudusse
mdmnssumadeninudannnneildaansadenldaadeniidusiadeiulans
Funuld Hremanauning wu lufigudamadenldaseiulanslénnutia wie fanusui

]
£

Tumseanuuusessendesliiagaaiia Zenluiianudesnsaniinfiasnalsznises
Wadey ldwn aviANNUAITENKT VANNAINUADLIIFUELLNDY %39 NUABNITLEAIUN

gaigs Wudu lunudennidenmuanuuiifetduanNuaInInueIdnanseIanInIy

q L)

] ]
A ]

\danflazdosinsanidenlimadaniiminzay mandeudonlasTavedeninidouiulans
Funuiissidondaafiafiy (G3end “Disimilar welding” Madonauludnuasiiiofinig
dlvlgmudnsazssimadauiidgeudanlfiiiueined undeuilldiendeyarasmaidanly
nn 1 fdfaniuangliuigenldhlffnsandenlimadenfivnsauuasgnias
uadethyumadenldimaanndulauasdneaninliaansadanldnuiuann
wpnanasiianunannranereziia Ussinn visininvesmindianud Saflanasgusiniden
voauAasilsmnaildimuasianieldatuiielilunsdeasfinsiy daiunsfisifeaana
ypsmadountliiisane Sududamnuuasdleisfoimunreunasguaiadensi q 1
fealfnuuassansuiy duumGeuitahGensmadenuasdoimuafihunasguana
mnsnuden adiey deenuuuamuden uas fnasaunudey dasfuazinlaluinasgu
finsaiu liduiasiinanuiasmauasianisTdudeiu Tasamensdifianuduiuiions
dodliddnvainuidenraunauinanimianasuiniu fUiiRouiaiudiafideds

wazdimautlannunaneupidyanueiaig 1 agngndsiwaziassenussalumsiansandadula
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aafiay (Welding consumable) LﬂuﬁfﬁﬂﬁyuL‘1Jﬁmﬁﬁ'}m‘lﬁﬂuﬁaﬂixmuﬁaL?}au??uawu
Tanzaasduliaai sz uiunsienuuumasnazans (Fusion welding) wazazdaady
yuaumMsienuusiadnielans (Filling weld) Faaslaldfunmsdenuuunaanazanslans
WaNAAMY (Autogenous welding) Mnidonuuudui/desfiunasifiazGeniud Consumable
electrode MAMINILTIADYaTIAEIRsTUMAdaunufBaMImm MBI IKEAAIA
deneanuiiesasiuiumailyssgndlinu Seldfinsuiaiaveanguaindeuay
winnanantuldnarsdnsus Saansonuduldluenmansuninialsznduius
wnning Taslawzgudnmaidouiesiiineziautsnguaundniosiyeanuies iknsdeans
fndnenudusudemsaiidammnuad 1 esnumaden nnanaigidsulddnmiFeus
mansmasunudsnnanes uasldaularhmAdedidmnmmnuidenesidadinmnniy
Uszaumssiianudnuieonlunagaavnim weflasdautainnsasaiadounu
dnvaegluuvsesmaihlylfnulasdiniugfusuumadiauseds KOBELCO (2009) sl

o mailaniundnd (Covered electrode) maidinalasianilasnaineda nquanaidond
Tidndiiiunraudinenfuunumalongld aianserinnaenasmeasnmedunials
nihiiUnaguuiuaidiaw (Shielding gas) Tasfifisnnaneuasnannnats mualiayaiununan
malanzAindndiy uasmuaiiavasnadndinentiy fuaasiateaadanlugii 7.1 (n)

o maLdanans (Filler electrode) MaLdantszinniiaznang s ﬂfja\lmm%amﬁhjﬁ
aawaniale 1 SeFenihmades Taefimefifudumaendssaa 1000 wu. wasfiiiuain
ihusgluaau (Roll) fiflanuenaunsadenldaaiiisiivasnamutinninyeausas i
wansFatmaienluzlf 7.1 ()

° mm?iaﬂﬁﬂé’ﬂﬁﬁ (Flux core electrode) mm%@uﬂazmﬂﬁ%ﬂmﬂﬁﬂ ﬂﬁjNa’mL%aN‘ﬁ
fidnpuzyasnslduiulansinlidunadnununanidelfussguadnd (Powder flux) 15
uwnunamely aiameaninmmdndfaznaanazmenaeniuufalnaguuunidoy Tagesd
ndnvasduduenegluduady awsadloudonlddedies uasafiafidudunsen
Uszanal 500 wa. é’faLtaﬂaﬁaamqamﬁaﬂugﬂﬁ 7.1(d)

o MAliauI1£309 (Gouging electrode) W3afi (Funiui aaidiaund aradaw
UszanfifuuuufesilaldlifdmiunaduieTansadusesdon udsnduaiadondilily
mafmiailalavgilildaamnleanldnndun wy madauuideuiifaunnisaior
madentauuanlni waeddlflumahanuasaauundendasBaadunuisuhmaion 3
wwmnzdmiulilumamneias g vialflunuda Tasdnsazenduunisenmiaumeaidoy
wundnd anaanuenaiuegiumnaduiuguing Wy 1A 6 3.2 uu. 92812 350 N,

PNAlGAUNIUIA @ 4.0 WH. 9287 400 WH. LTudiu duaasipgnaIalionlugn 7.1 (1)
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Tnetlszianiidaudaliieduiudoindunguinajaelsianaaden maziluss
Ussandimansautiuensanifivriiages 1 Snvmesiia W wimaeiievesagdumaidon
(Type of metal materials) ¥38 utiamuiinvasnsndndilduanya/ussglinielu (Type of
flux) W39 WANTTAYBIVLIUNITTEN (Welding process) Taneazidualdntasuniudas
Uszanmapsmadendazldnandudusmewaznnlzneuiishedemaianudila Tag
wdadimunaspuanaiion @vansinasg) SHududeyaanngudsainde slasns uas

NNBIAANNFIINNUITBETBUN L ALeunIag U IE 1 Neluszdumftaznung

[~

LUULAURIALKAN

UDNIUY UDLEU

(m mm%mﬁuﬂé’ﬂ% (Covered electrode) (v) MadaNtLdey (Filler electrode)
701 The Sun Thai Tool, 2018. 7401 Siam Part Products, 2019.

/

HUULEY I RGBT
LUUNIY ULV

(®) madanldnand (Flux core electrode) () MALanLazInd (Gouging electrode)
71’7;1/7 : The Sun Thai Tool, 2018. 77{1/7 : Siam Part Products, 2019.

A [ [ A [ o o
UM 7.1 Mmadauiaszinnusimadinumnansae g uoueessmainlyldny

7.1 mmsﬁmmmﬁauﬁuwﬁni (Standard covered electrodes)
Humadeniugudmiumalulagmadeninle demnzduamadoaiteuldnuiu
F1un susawuiunslinuduialy aeldgeen Taesmnaumadauuvaida
(AWS) Ll ienuanunanevasmadondszianiii « madouilddmsunaanaluwun
denuwazusrimihildnsudlwiblnasin mndaselnishusmaedydinmsensn” Tae

N v v d

nuazEmzInInInds Inandulafinaninunuaialans (Cover flux) Madianinnandas

=

Wumadeniiudeduiielifvasuiumadeveninaadioninnand (SMAW/MMAW) wiafl
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Hnfudludovss awumadenlwih viemadongl fuanadnuasassmadoniamdndly
i 7.2 mm%auﬁuﬂé’ﬂ%ﬁmmia L%aulﬁﬁuﬁmmfwzngamﬁﬂ (Ferrous) lannaliauaz
swdalarzuannguiran (Non—ferrous) U9aiia Tasdiasrimsiansanidenlduiinvesainli
wanzanmuieyguaniivesaiaden niilfziusgivaiavaslansfiduunuaiaiuaia
yaandndhiannaniy

4 y 4 Wand (aswaniiy) PNANINTDY
WNUAIALTEN THARINLTD :

E6013

ANEIAIALTDY

A
Y

311 7.2 drutlznevvssmaisninndndvizaaiadianlniih (Cover electrode)

w1 : 1lamel grigiani, 2558

Tasfugurdemnasgiunaudsmiaden afiavaslansunuaaeniudnidiaiae
Tavefisnunsadonld MemnendniiugiunmadenTavefivnnsay fio Tanstuanufihuden
madulanzsfiafefuiuanden (Similar welding) auRFRAaUINelduazinnyeiain
doumuriinvadlavzunumn ssegamadeniifisslfnuiuuassmelufiomann fail

- mm%aul%lﬂwﬁﬂﬂé’mﬁuau (Carbon steel electrodes)

- madeulimEnngneaus (Low alloy steel electrodes)

- mm%aulﬂﬂwmﬁnné’iﬂ%aﬁu (Stainless steel electrode)

— madawlWimBnnas (Cast iron electrode)

- mm%aulﬂﬂmmLLmLLammJ (Copper and copper alloy electrode)

- mm%aﬂﬂﬂmgﬁLﬁEJNLLﬁzNﬁN (Aluminum and aluminum alloy electrode)

- madenlWihifauazua (Nickel and nickel alloy electrode)

— madenlwihlnimifieuwasuan (Titanium and alloy electrode)

- mm%mﬂﬂ%Lﬁiaﬁmﬁﬂmamﬁm (Zirconium and alloy electrode)

wanuhiaGenmailidunaspumnaisurenimmgasvniaden udenaesld
damstuluamengualunassanyvieluunanasgu iy ngunulssnnysamsiiem
Tanzrio (Pipe welding group) visaifudamuualusnasgiuianizldluldszinavesnuies a1n
mafnmsundayamadenlimadeaulrihdiundnd tnamdlilumsinsandadudanld
madanidunaspuannaisw aslfrfiavssmaidndwaniuiiufimueiiadey demwns
ammweniaaziiansnadeannmssnndenduddn Tnsammdndfthumenfuiunmea
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snedhlahesiwmiiiingn fe manilesianasnarasveuuiiien (Shielding weld pool)
Tusgninfinadenfissegiaien wuwiviuwdandinensgifnvetunumaidaudiniid
wazsslaminaniidnly uasrlinveadndfihanwenfesliunumasmadiaufiuandnaiu
sty Sainmssensuiumsuisriiovieinsaesanadealrihiudndiuisieinarivaiia
mandndwaniy SeidsuassendnieauiAuasnihivesmadndiihanlivseTomluwdyw
9 1 gesztumEdenneu iefszduiuguuuameanudnlalumguazemdnmautisiia

malausaiinvasanawaniuluidadaly dail
1. mnffﬁLtazﬂﬁwﬁﬂmmiﬂﬁﬂiwaﬂﬁu (Properties and functions of cover flux)

e antAvadsnandwanyin (Properties of cover flux) @swanvinvizondndesfiauia
Nugiifia)seasd vidadhummeniuiimansdesiisnsasamsen fil A

- é]’mﬁmmdaﬁwLmzﬁﬁwmn’ia@fam (Low specific gravity) W3nA2INnuILLLe
(Low density) innzazanansaassamiioilanzmarldalusznitnmssinnasuazans

- #psigananumariisuazanniavassazasldite Safasanmmanyazanslyl
wioa 1 fufumaununmslusasfiianeinueadon

- sazninifuzaunanizdasdesufaifianumnuiugs (wiaies) viaaTusanin
iverimiihfiuniles (Shielding) v Tanzmanimdmassaranslunuadon THnannuiande
anmenniinalasseudninmuiiniTansls

— diehTavslunuidaufuiia Windesdesseslunazasounquagifnuauuiidon
Tugmwapaudis wazanusatmzvisaminsanladdng

- sinsligaduvidaszanaadiulimely waediiaadiufasdasmineanldie

- fpsfiameiuRivedlanzunumaldd lingarideuanaanlaie

— Fosfiminin waswendniownuainlea (anuniuly)

— ¢inafiaamlaiTua Tuinifinannudenameuasfnndon

nnantfAvasdndfiasiudeindnainty suduldifagfiashanludadunand
iawanmeaidiow v uuimnaquuuadenivasdosnumAisuasnanasmanidfingn
wpddaiias iiafvsldndndamuauafifelszad Tasmelussdusnounnadndd
Faammasdaanandsamieng 1 fidmihfianuingusasdfiuandiudauanlunned 7.1
Taeazlilafen (Na) wazluna@enddne (K,Sio,) indunndszaunanand wasldeans
dnlailauazsslansdgniiierhninfideufaeandausannnuuiden wienfurhmind
dudusnlsznaudaTanefifusie Taasthelinmaeinaiiaue waslddman 3ides (Eald
the waglaa wauiiariminfahaufadnagqu dauansdman 33/ agidiey winin Ay

] < a = = £ = J o 73 d'
uNAN Auwen waza1sdsznay Wueadenlanus nu lninlsslasanlyd azviwmiim
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< y $ A o = & J ' & ¥ v [ P
Juauaningasuuidiay Baismmanauaasniduedlsznay aunmuaudindis i e
uanpanydumsidndnzinluwenduunumalildeanudumaenlvwiing wohaiines
manandvizoaswenininaneananldnuiulutihyiuamnsauild 4 aiia fs

]
a A

1. Wandwaninaiianifunsn (Acid type cover flux)

D

= I v

2. Wé’ﬂﬁwaﬂﬁ:uwﬂmﬂuma (Basic type cover flux)

D
a

a

3. Wandweniuaiiafiiuglng (Rutile type cover flux)

LY

4. Wndwaninaiianiuwaglod (Cellulose type cover flux)
Nudazaiinvaadandineniuiszmnziunsdenidglansudazafiauaazinga

uanannu lagazdunusnuaashfegludunaneesdimaand amudadesideadonld

]
v [

giiawensdnduuaiadionlvignées tnnzadndninetuuaialionazinifiididey 1 e
' v A J v = 14 v = v o v
usazdnanniduasdsznevsgmeludsazldnaniluidosaly

A = Il o A o o o 1
A1797 7.1 23R sznauYes ﬁﬁ’li‘ﬂNﬁNE)ﬂiuﬂﬁﬂ"ffﬂu’mﬂﬁwaﬂﬁuﬁ’mL%BN
71 : ESAB- Welding Handbook. Consumable for Manual & Automatic welding, 2014

AT v @ P = o
- dsaesiununaland - @swaninaNNEdieslunsesn
- dsaneandau lulasau wez lalasau - ssiwBnauiaiesielnagy
- answanliauanu g - gsszaumamzaueanand

- Mguaniinluaadoy

o viihiirasmadndwaniiy (Function of cover flux) aawaniuvievdndiuaiadon
srfunumuazmthiaedaianisenindendu Taedlsldanufaunnmseninfiezwde
doruzanveudanaeiiuremrar mntufszimifidesuiunsdenerinluudazdy
sl #198398Y891N Avesta Welding (2004)

1. WIAaENIY UM TEI5 (Stabilizes arc) TagTudiutlsznavweanandviu aarmaniu
nanwasasuaaiialFuanaseuasamesinmeduuiauazazgninliuand (lonization)
Toeduesdanasauainmsluavasnszualidaninuumsain szderiliniseiniian
ldsnnTunarsudunmsesnldiedu

2. mihidhusianagu (Shielding gas) \Tuwihiindniidhdauasanananiiy Tasgansi
wavglundndesnaenazmenmefuuiaifanumnuivieiiiminnanienmalassen
vonaawazans Teezilanszansagioy 1 Aaduwundew wu iaduuiaarivoulasanlys

(Co,) Tagazviminnumilasiulildussanmauigeandiau (0,) MU widlulasu (N,)
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Fudsznaundnususssmealagseudnanmusituuuadeniidimasvazaisinns
ansn deuRaunilesthziannaamseniuniea fu anInguATUBIA (CaCO;) fioglunadnd

3. mihfianeendiou (Deoxidizer) Waniziiinmsoniniiilansfivsnanuazasuazfos
fiansazaeuaseandiaueeniidng Twziiandnaseanumisvesudenisnuiizde
aavaidanmaiialjAseeandiatu Tasnadusalunguasaneilsddney uasiails
wamiaasluuaalundndiiarhuiddusansendiou Sifasefivaniasmuanumiie,
wazaATINaduBY 1 veaLuITeNRty

4. minimeaarnaiuuszarstuilou (Impurity and contaminate) ¥oUNANIBIVBINY
Fawsmaulivesfiiannamaiuwazastudoudnegluwuiden duiumiilunish
anuazavasdndiaianuiiueibs Tnsmadusawauadlulumwdnduasdoions
nopwazaefiaslldufiumaefivuazmniuiiouds 1 Avsluagluihlansimainasds
sniRvesmauanfiianuduiumefionfsnhmasfiusasmsuiiousssgindhuuuseie
naenaza e duanuaurRIaLaniad

3. %ﬁ?ﬁ%ﬁ?dﬁuﬁﬁﬂﬁﬁgmz217577;91/ (From slag after melting and covers weld) Wonn13
doudemadauiudndiiiaiianenineniammasnasmeniunumeanasdndiunin
wiow 1 fu Tasunumeezrimihiduilelanslusesse dundndivzrimiddiusgnntle
uatiioinTanzidusm ssualurdndesriuhilumaihldhawanussneuihTanzdew tie
Foamsusnaannninlanziuieieenanauan luwutiy duanazileslufumsudednuea
wwLden uazduandsianAfiaansanzeanlfite

6. Wﬁ?ﬁéﬁﬂﬁ?@ﬁﬁﬂfyawﬁbw (Increases alloy element) @3TARWZLNBEINFDINT
WianTulununden venanildndurnuaadeuudiivezananmsiisdudnlu a5y
mndndiuan deiianiseninfiasnaenasmeinlusdiuidalanendnluwidon teas
danarinluuadendantaduluawidasnis wiu Sauianenaia Sanuduniumsia
nfeuwazdnuIe Tanushumuanuiaugs vieanuamansalumstugylEa sy

7. wihiioe IuunTauduans (Increases penetration) M iﬁiauﬁmmm%auﬁ ylandos
fuarauLTaNNTNEN (Root weld) uaziudongunii (Face weld) Tasdhaaaninunuwea
maLdaunasuazasiinimandweniy ngdnssumseniasiuuuy fiysasienasudae
ANMTIG 738N Jetting action vzteliinnstudnléd fafivfiavenandndfinaenazas
ennniunumalan: lunanduiufiduadndui afinasvazarsdiniunuain sxldiuns
deuiilidasmaunduinuatsadieanumsnuaiusgnaeanidoy

madaufuandezznaudisansdiundn 1 ATunumddyuasiianuduius

iiedioany tuide duvessunuainlans (Rod) i drussdndfineniin (Cover flux) Tash
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unumaazdoudiuiaglavsafiafeiuiulonsndniegrinmadeaddaidutiymluwisesms
ﬁﬁ]ztﬁaﬂﬁfﬁ@mmam’mﬁamﬁm%ﬂumﬂd’mmmﬁjmﬁm (Manufacturers) wazTuuiupIN oz
denlfrumadandmsulumadinuesiindey (Welder) uafiduswlsdrdafifinade
AaANYediBNLariawnwiasfiea et luuden fe dauvesldndivuunumaido
(Type of flux) %aﬁﬁmawlé’ﬂﬁﬁ]xﬁ@ﬂ%waﬁiaﬂﬁmuﬂu@mmmmu,mﬁ}am Haluudrasand
fifisaduasuigurainmainiladounniasfiesfatiuluwuaden demanaludiifeieo
fazwisiiavesmadenurandausinsomdndivy dineazidaneudazaiafiazld

Aantalumdenalyl

2. m’iu:u'qmﬂLﬁ'aummﬁmmmiﬂﬁniﬁu (Type of electrode flux)
madeuiundnd viefintuflunuues “cradonlnih viemadougl” wdananin

sesfuifumadeniaalansldnameaiianamenin Hansnn&en3usy (Carbon steels) tHANNET
Hew (Alloy steels) LWdn#a (Cast iron) wazlavzupnnguinanu1aaiia (Non—ferrous) lag i
A uisesfuinmnansiuiy weemadoniundndifisinumsliunniigade medou
dwdunmadounguradlansndnnd nundnndafusunasmnnd ey Tasutismuaia
?lﬂdﬁ’lﬁﬂﬁﬂ%ﬁﬂ 91989914 ESAB Repair & Maintenance Welding Handbook (2012) Gail

o madauiundnduiianin (Acid welding electrode) aaianafiaflaslinandnwaniiudia
dunansgansiminmaneenlad ussmiiaeanled wasdin auanilouTsfudmgaiou
Winnzeanldie iiemmesnazmefianldla@naaionienunszualnase (DC) uaznszualy
d8u (AC) madensiaiituulinlumainmauaninmsdau (Hot crack) 1¢ Saminzfums
douTavefifianumilang swuaadnsaewginmmaimsainaadenfamdnduiiailuz)
7173 (n) Tﬂﬂiuﬂﬂﬂﬂﬁiﬁjméﬂﬂ%m%ﬁm "Léima@]mﬂLﬁamﬁﬂﬁaaﬂmﬂﬁamﬁaé 2 152N A

- mﬂL%auﬁuﬂé’ﬂﬁmﬁﬂaaﬂlﬂﬁwﬁufmﬁﬂu (EXX20) maaudanaiiniannsadondie
nuHfigaldd inmgamadeniidanmmesummgidunaldmeunumedivasuasia
anuinluinaly Sndnddusanauviueg dimamasudnsziuthunan iiaaufadeaias mang
fumadanluinuussmadonyu (Fillet)

[

- madaniuidndivanesnladnannamian (EXX27) madianaiiaiidoannsilouds

o ~

ialanzaslussessldludaniigiuaznam Joanmmeanadrgs memaumzilinaee

q

Tovzranan (Power ferrous) HENBENINGITA 50% UpsdIUNaNaN

° mm?d]’émﬁww{fﬂ??é}]ﬁﬁmd (Basic welding electrode) Wiaaaanyiialalasiauem (Low
hydrogen) Wandnihanldweninaiadionaiialazfidiunaurasdsimonuaaidanaiuecun

(CaCO,) visna3uptunatsztandu 1 uazWgeslsa (CaF2) viislinlunanisariwgesialia



472 | A@IBIUNAN@STIUAIGIDIU

(Fluorspar) TagansaniusiuaiJusinanndniialduanuiounnnesn s lnnady
uiaenueulasenladidlalanauminaquisnasuazas lfdadeniviinavsuia
sanduunnmeuendnlusndildiosas windufiatasrilfawanianumn dunuesia
i ienevdedndneenldenn susdauinaiuinn fdauushan fudauainewihllden
daarinmseulaanuiueuiaye wstflosfumaingnuuaznmauaniaasesidewldiy
atadt Tneaaudouaansafieslifueiaadoaminszuanauasnasuaady wasnans aenad
fumnillideuTansimdnndranuwauuiousega (High strength alloy) ins1zasisLionia
uwiglalanaulutfnadisn duaaidnsaenginmweinmeinsasmadaaiumdnduiiaily
gﬂﬁ' 7.3 () a’mL%‘amﬁﬂﬁﬁmémlﬁwémaﬂm 3 UszLnn v

- mﬂL?iauﬁaJWéJﬂﬂaTmLﬁmﬁwmmﬂmﬁw (EXXX5) maiiontszianiiazldunaiden
asuaarieuaaideamgaslsdiudiunauman dudumsianmwusg swienGeniui
madantlszianans mawenfnlsaniaclilinudummeniulsianduiifinuna e
Washaadurasmaiminanaauialalasaufiiinnnmeinussmaidon Tasaadeu
Ussniazaauinliauifvssuundondia fanuudusgs @eafulilugauiatlasnan
ANty Bsfianuguusareamaenineglussiuthunan mmasuanunms uazdnnms
vaauazmeidumaiaglussiuihunan ssmnsaufumadoudeaiasdouuuunszuans
amadouTiudagn (DCEP)

- a'mL%auﬁjum'fﬂﬂa‘[mmuﬁwmaufmmm%u (EXXX6) matdensznnivziausnuas
AanNanIalnddseiy UssianeanTadenihedu udeianufimsnhiiannsolitueses
deuldnalwihnszuansiuaslnihnszusaduiimadendetiuinld Sadufidendenlfnuiu
NN MIpsniauniaue

- madenamandlalasumualnuasdou-sandn (EXXXS) madenszaniiasd
anuasnlasupumiisuiuastssaniindgan desuadmadinginaesinamand
TuanluBinafiinngads 25-40% rilimadentssaniianuannsalumstlowduie
douldge Sammavasimangs imnefumaidonTansiidaamanBnauialons dieduduag
Tusesdalutfnafiann

° mm%amﬁmﬂé’ﬂ%ﬁ@glﬂé (Rutile welding electrode) ﬁ’mL%ﬂNﬂ%Lﬂﬂﬁlﬁlﬁﬁ’]iwaﬂﬁ:N
smaninndieueenlad (Tio,) umsuanndn AdanulaaauluGameimsterildauan
videnznSulnasnldd Tasfinmaensnlaidosquuss mavesndniunan uasiawinesuuidon
wnuEe TaidedesEewsimsilasiuuialalasuunsndidnnsindfuuwdoudads

w@endanuulviivgeu Jalutsnhunld@enmannd) AauaasdnuaengfAnsTneeIns
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m%mlaqmm%auﬁuﬂé’mﬁiﬁ@ﬁ‘lugﬂﬁ 7.3 (1) madendsaniduiideuiunin Hudnld
dautspanutsenngse 1@ 3 Uszan @e

- madaufuandsInduanTndew (EXX12) madeulszianisfianiaideuiionnie
mslnadussidndiveanazanslunusiumaafiummslvasniidann mivmaaiuguie
waaNaranefilaaes uazieafiadentioennn aadoulszaniinas s A unanya
wianuietieiinlszansnmmlummasnazasliaansailouduih Tangldmnnuazsn ity
wanmsvasnanaeudietos awnsalildtuieiesdensiianszualianaduuaznszualwased
aadandeuiay (DCEN)

- mm%uﬁuﬂé’ﬂ%ﬂﬂémﬁufwLmﬁlﬁmu (EXX13) madandszinniasiiauianilngiasa
futlssanidndsindwanTnden asdeduiiinseininuidsuasasinauoinnniiuas
aansaldll@Afunimsnadanuy DCEP war iy DCEN

- madeuiundndgindnaunaunin (EXXX4) maidautlszianiifulqannnasiia
wsnlasmInaNpunaNINNTugads 25-40% Jadwanalasauludfunmesuasmeuazsn
mafleudniladioniige Insnsutiosuasaineanldite mavasndnd Amtuwadeudiy

adudnties Ndagamsalildnuiasadewnnadiaveinssudlviiion

° mm%auﬁuﬂﬁn%ﬂﬁmmg‘fﬁm (Cellulose welding electrode) aatdanszLaniiazldans
woniuildnnasetiunisiiduraglasimnideliviadiufindannmsndanszans Tne
waglaauiial#@Fuanuseuanmaeninasiliiaudalalasautnaguitaunn dailesuia
nameuanldd sasdsfumseiinfiaeuiuus ilfiAanmasudn figs Auundewd
dnwamduadulinuiEey feauiadeunn dualiAsauantiosuazinzeanlding Tanu
Fewianansaldidonlanauuasn (Root) uaz uwariumih (Face) AIULEAAINN WU WO ANTTNYDY

¥ a v v

msasnassaadaninndndaiiatilugli 7.3 (1) madenaliaifudalduiiseanyniu 2

Uszanindnw 9 Ao
- madipniardnduweglaananlafen (EXX10) madantszinniazianifyasaisnan

v o

Wunliufaaiveulesanladuazudalalasauhelumalnaguuundenldduseed wun

1
~

dewfildfianuuiwsigann wasfmasnazmeldan waansalfldfunmadonudieiadas
dewlnnszuanse madousdadauin (DCEP) mim%'ﬂ%wiauei”mﬁ%:suuia danatdemiuu
\FeanAnazinlanz(Spatter) U3tauuadonnn

- afmL%ﬂﬂﬁjuﬂé’ﬂ%magfmmﬂwme%au (EXX11) arodontszaaniiianniiuanain
Usznnusndaiing1amn iy autiRuazanuaansamiauiuilssnnusn uaiuandeiv
Aafumadeniiswsaldfueissdennafianszualwadunaznszualianalndods

#717n (DCEP)
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MaTaniuwand e
madiuinnand
UNUAIA
: UAUAIN
auanuda fr dInanvy S snanTy
) Auanu ; 2
j ilanzenan + G inlanzimen
J—f ® -4 1
i X . 2 |
WY UBVABN TUNY WY UDNaN TUNY
s = o v ¢ a o = o U & oa
(n) MmIvinmaaNANNaNIT AN (v) MIpinmaiaNANNandrlinng
aaLTangNNanS e o
: Madipuunand
HNUAIN y HAUAIN
e ananiu y & ¥
auanuda : auanuda y MIneNTN
9 v i .
3 o*d lanzinad 6o ihTanamm
a7 o 5. 08
{ 4 T _L('_ ¢ A & I
o g e
WY UBNAN TUNY

WHILEEN  Usviean Tueu

() MIvnmndeaniadnduiiaglng (1) misinanadenundndutiamaglas

P (% o § o P ) £ v a
31N 7.3 dnwaznmseninuasmadianinvdandnldarsweninensaiia

w1 unieueaularyiantseaa o, 2011

3. madafiuuazmseumnidaniunand (Stored and Oven electrode)
madenfamdndudaiuinnnmaimainguasassnausenlydluyseiandi 1
i eaEniuiIMMualfndugluuuns (Powder) N Raniuiuf (Water glass)
rdundndiielinenduunuaialans auldidumadenfudnd Tefemwnzasdiszney
vaandnduazanrumananiuiifiliulusannin flemaiindndnenazngasausanldire
wazadudaiuimieanuiudn 1 sslaniffigafuanutiulding Suudilifalsad
dmfuamadenfamdnd dnidinmsafuiediaannlinuldduaAsanseuldanuiiy
sanlUnnmadensdecfialignis
o SBmsiaiuandauiundnd arsdadivliedlundasussy (Packaging) Mniudaly
anmiiafimaedudeTaatleafuanaiiy anwiidafuastsdanuiiuiio Seunmne
2 mAfia uaslrunaGeslidauiuiy nsdifidandasaradenlfudrdufimaslizdaa

v & o Ao a ' a 4 v o ¥ A U o " a o
Taiuluiesidgaunnigeanigamginmsnaudniluneaul Nanuwlsiudeslaiiiu = 5°C
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ANNTUFNNNSABlILAY 60% N 15-25°C %3811 50% 11 25-35°C  wazwinadadinuilleniin
13U 313D vzdpsdawentiuwazinlumanugzena (nsdinarnnsagaldanuld) vieens

' '
s & v d v

goanannzmalianinnandiaduianuastudlouazmiiaanwanasdsazdanarinlnuug

deaiadonnnsasldire sududeidesinrsanuazliuuzinenlUldfunudeufidosns

o
(4

UssAnsamanuuadiongs dudasindandniuvinaassgataiondeiine ifluTag
wanadn wazluiagnazan w3l 7.4 () wae (2) muaneiy

° %mﬁaummﬁ'amﬁm%% (Electrode drying) mm??ummmﬂL%’iauﬁNWé’ﬂ%mzﬁﬁﬂ%wa
seruumadenaninifuacebs lideudupuuusesenuaiiauesainsanin gamwans
widen mauaninvasuuiden Tasamsegsdslomanziadaunniedugiuuusig 1 vy
wdlen duiumadaenutusenlianmadenfumdndroufiaslfdesdfianuddn
wazsnuagnia fuhadewmdeimnsmudendaduand leiiSmalfina wu sussals ou
seensiioviogunsdiaiinle madenszanlnudidaeutihuazasdesnuisiugungd
winlng danant] (Hudu fethadu misuamadenndideldesuudldlaue asuusili
auastlmifissdugumgl 140-200°C W 2-124T (niszaunsaliiiew da 6 Tl
i 150°C uazaulwail@liarnAuiuu 6 sou) Tasnamluifuinn ufuAlunguantndn
adaniniseuaindenazliaay (Electrode drying oven) filfannsauainanainay
Frunmulni TageziitaiBumeuiifvualng fasaszsdiunis (Stationary) aulély
nameidanfiinnasuatianm 50 fa 200 Alansu figamgi 260 §1 425 °C uar Mudadly
511 7.5 (n) uaenszuenaumafiiiuuuuafeufl (Portable electrode drying oven) AifisalHiTiu
fldamadoniioreannnimaundnlulimihandidon iazeuldfigumgd 30 & 140 °C
wasluBnailiann Wszana 5 Alansy) auluigiuindennsusneunuuiin nsuengy
maden Taefiniuuunanins uasuuunauuey fuaaaluglil 7.5 () uas (3) aaie

dmiulssanyesmadaniidesinumsevlaanutiudeuilulfinuty sxdumado
ﬂiztﬂﬂlﬁ‘[ﬂilﬁ]uﬁﬂ (Low hydrogen electrodes) %dﬁﬁﬁ]mm%awﬂﬁﬂmd (Basic electrode) A28
wnzamadeuzanipanuuuanlfoudfidesmmnifvesunideuiideainsanuuiusg
iy uriadeufa vedahiu fanrusanuiy fuladouresnunguilinfianmsuaniiinn
uwfialasiay (H, Crack) Sadpadanlfaradaniilalasauanldon venainiiaiade
Usznnilgalaaauluduanumiisanuusnszunn (Toughness) Alulganumismuusiia
(Tensile strength) l&@naadensingu 1 é’aﬁumﬂL?iamﬁ"lsifl,%aué\’aalﬂﬁmm%uﬂzﬂuagi
luilendndvuenliiilduddasiiosfigauifianunsamiaeenld) infisudenmeiow
wiiaiih aralalasious daumadenduandiszianslng feanuuuanlilaslideseula

anuTuiinsnwandgadueanadulda wasieanldnuaunidionTanzun (Sheet metal) Zaiile
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danlaiinnneivzazanuialalasnuudauianisuandn Sdadanusuudeeulaanuiu
Apwihlulda wadhdasmafiovlaanuduiamisarile) Npuuzainguanliininanasa
madensazUfianuluunauazdutawuay 1 migadulalanauazaing udasdfigadi
Faiulilunszusnguain (mMuaAIgIU AWS DI.1 qmwgﬁéfmhﬁmfh 120°C)

(n) UIAMTAIATBNNERINAIEAN (v) UTIAUTAIATONNADINTZA
71 : Castolin Eutectic, 2021 711 : KOBE Steel, 2020

A o ) o tﬂ' o o L ¥ a
71N 7.4 fwgnmasaiumadiouiunandluussiariuedude

(n) inauaInLan (v) nsrUenaLaInLdaNuDY (m) ﬂizuamjumﬂﬁiauﬁgﬂ
711 7.5 gunsalauldanuduuasgulumadoniunsnd
77 : Product of Speed arc, 2019

4, MIATPIUAN ﬂmmmiauﬁuﬂﬁni (Classification standards code of covered electrode)
madeuiundndvieaiadonlniiindaesninimineadfnuiuiivanenasgiud
FnAud Ldwn ¥109g7% AWS (8193514 U91 32N AEN3FELNINI) 8195511 EN DIN ISO
anasgnuvastlaznalunguglal) snasgu JIS (nasgrusessanadili) uas uasgu Nen.
(TIS) (MAsgIUgAa1nsINYadLszinalne) wasdafinnasgudy 1 andilildndnnds Dudu
agnalsfimudausiinasivanenasgu uimszdfyisyfimadauezliwandatuann dau
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Tnajazananufiniaszysid (Code) Mntazaunisaiiiiunusfidsunudl udienlulszina
Ingasfisud 1989010819957 AWS NUNIAIFIU JIS wazn1aIgIu van. Teazlauanlu

FUALDHAAN ] VDIUARLNINTFIUAAL

4.1 mmiauﬁuﬂé’nﬁmmﬁw AWS (American Welding Society)

wesgundswlinumly lddanguuissiaaadeniunanddmsudeslanzinan Aadl
1) AWS A5.1/A5.1M:2012 fdaivuadimsuaiatieniunanduseananndiaisusu
(Specification for Carbon Steel Electrodes for Shielded Metal Arc Welding) Faldnmunsvia

visalAnaananagil

AWS A5.1/A5.IM:2012 EXX X X $8nusuassiilasyedsid danumne il

AS.1/A5.IM e navanaliandiunanddmsuanmanndnasuau

2012

Q a

Nt InMvuanInggIu (2012)

E

*
>

X

l‘ﬁmﬂﬁa = yfinueanandwanin uazaiiavenszudlWilion
NN = duntanaay

Wi = manutduussiiiga Aladeusd/mneil Mdvaneiay 2-5

¢ 8T = MAdDNENNANT (Electrode)

Moy
mnenay 0vsa 1 = douldnnsuminuion
YNIUAY 2 = Gl Tusumianmy uperimuazeay
WIENAY 3 = (Fouldlusmmianimy
HIENAY 4 = (FauldTustumiarimy nuuassat upsniuniansye

yilaupswpadndnaninuasaianszudlnizon

wenoy 0 = Wangigaplaa-lmaey nszualniios DCEP

mnenay 1 = Wondigaplaa-Tnunaidos nzzualwidon AC/DCEP
nanenay 2 = Wondglna-lmaes nazualwidon AC/DCEN

mnenay 3 = Wondslna-Imunaidon nzsualnifion AC/DCEP/DCEN
menay 4 = Wondgring-aundn nsualwidion AC/DCEP/DCEN

waenoy 5 = Wendlalasaus-lmaen nszualnidon DCEP

nwgnay 6 = Wondlalamous-InunaiFon nrsualwidian AC/DCEP
Waenny 7 = Wendindneanled—uaunan nszualnidon AC/DCEP/DCEN
nenay 8 = Wondlalasous-nundn nzsudlwiFian AC/DCEP
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ndildusdainnuninesnsiarieldn (Code) Nldin LL‘U'&ﬂszmmmmm%auﬁjmﬂé’ﬂﬁ
auanasgIuees AWS Tudnduudniu fidsulasasanandiavfinaiadauiaumdnduns
siaaifusegulunmaariminevadldafivaaeguumaidon uasiagunmsuanidin
fifikdaszyliuumadenlugil 7.6 uasmadensatafivzuaninnuanedidail
asuFanzila E6010 wineds madaniundndaiamaglas Tanudunsigaga
60,000 Uaud/mmaii ienldmndumisinden Mnszualvidon DCEP mianinquus vasy
ﬁﬂgﬁ (Deep)
aanFanmidn E6013 vwaneia madosimanduiaglnd-Tnunaden Sanuduus
fagaga 60,000 Yaus/mnaiia Waaldnndunmisindan Mnssualwidon AC/DCEP/DCEN
mandniisialisuus naswdne
aaauFauyiin E6016 vaneia madianvundnduiia Tanuiduussiagaga 60,000
Uaud/mnaiia denldnadumisriden Mnszualiden DCEP masninguuss viaaudngs
wenniifhiingazBeaiaudniefumademinndnddu 1 veslswnn E 60 uaz E 70
fiuansieldn afiavasanananiiy iideuuasafinvenszualiiion danddusa 7.2
hyiuguaeandoiurdndldwaunmadensiiaulaninitusnunn iadasnsli
awsnthlulfnuldfidssansnmminniusasasmuanudosmavesgldinniu masgufi
madadusialdauumadondmiunadenilinuimsmnsn wu madouszan E 70
6nMIBEa B7018-1 HA R swaiiensiiandy Ae
1 naneds mmzﬂ’m%m’mL%awﬁ%’mmmumnﬁqmwgﬁﬁ'} (Low temperature impact)
H4 wineia lalasunaniioenin 4 1a8an3/100 n5u (Hydrogen content)
R yaneda sumanageunsgaiiuauiiu (Absorbed moisture test) aaLdanianiia
Amuaud M Swsninedalilunudumnms (Military)

R e

pa | o ' o A w 4 o o
31 7.6 fpgamsszymianislAauumalioniunand
71 - KOBE Steel Weldine Electrode. 2017
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| ' = o o %
A1TN1 7.2 nMsudsdszianmadieaisdndmanndnsusumuanasgiu AWS A5.1
71 : ANSVAWS AS.1/A5.IM, 2012

E6010 woglod-lafengs F/V/OH/H  AC/DCEP
E6011 waglad-lunaiBengs F/V/OH/H  AC/DCEP
E6012 Tniniden-Tueadenge  F/V/OH/H — AC/DCEN
E6013 Inindlen-Tuaadongs  F/V/OH/H ~ AC/DCEP/DCEN
E6020 wdnaanludgs H/FIL AC/DCEP/DCEN
E6022 wdnaanlafg F AC/DCEN
E6027 ratanennlungs H/FIL/F AC/DCEN
E6028 Haan-tnaneanlaf H/FIL/F AC/DCEN
omfanmmen  mwenfy ey naliden
E7014 naman-Ininiiis F/V/IOH/H = AC/DCEP/DCEN
E7015 Talasiaue F/V/IOH/H  AC/DCEP
E7016 lalasauin-Tuuamdengs F/V/OH/H — AC/DCEN
E7017 nanan-lalasiaue F/V/OH/H  AC/DCEP
E7018 naanlniniew H/FIL/F AC/DCEP/DCEN
E7024 woneenlafga-wawan  H/FIL/F AC/DCEN
E7027 naman-lalasiaue H/FIL/F AC/DCEP
E7028 lalasiaum F/OH/H/FIL  AC/DCEP
E7028 lalasioum-Tuasden—-  F/OH/MH AC/DCEP
HILWAN V-Down
jarNRIS18%19)

o Snwstoudnsrindon il
F=19u H=1auuey FIL - ieuganiasdl V=111 V-Down = aadewuas
OH = vhwilafsue

e DCEP # nasualiasmaidandanin uaz DCEN e nasudliasmaidantony

® AC fin nazualvaduy

NAIIUMALEEN AWS A5.1 uananfinanndnduluGassssiianameny niey
wasafinvasnszudlmidonveudazriaaiadenliansadenliudiiy snasgudiwends
autiamnafldnnmadenldandenvatudazaiia laud auifanudumuwsdi anudu
uufign 0.2% Offset waz waiTudmatiad fuaaudufmotsainunauiialumaid 7.3
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4 U ﬁl U e o
AN 7.3 ﬁN‘UGlWNﬂ’m]']ﬂﬁ’)ﬂL"HﬂN‘tiN‘V‘lﬁﬂﬁLﬁaﬂﬂﬁTﬂ’]gﬂﬂuﬂﬁNN’]ﬂiﬁﬁu AWS A5.1
71 : ANSUAWS A5.1/A5.IM L2012

E6010 60 414 48 331 22

E6011 60 414 48 331 22

E6012 60 414 48 331 17

E6013 60 414 48 331 17

E6019 60 414 48 331 22

E6020 60 414 48 331 22

E6022° 60 414 Tajszy Taiszny Tajszy

E6027 60 414 48 331 22
Awanendowero

E7014 70 482 58 399 17

E7015 70 482 58 399 22

E7016 70 482 58 399 22

E7018 70 482 58 399 22

E7024 70 482 58 399 17°

E7027 70 482 58 399 22

E7028 70 482 58 399 22

E7048 70 482 58 399 22

E7018M 70" 482 53-72¢ 365-496° 24

HRUBLYIR

o unaaauiulumaumnasguiinimualily AWS A5.1/A5.1M:2012
o dnmnansiurunagauliiunNIIAEMIANNEY (As weld)
o smasaufisiuAega (Minimum)
o forivdunaadnys
a= NMIMATBULIIIUAUTIAATAY aBamuInasufinmualy AWS 5.1/A5.1M:2012
b = nadiiladendildann E7024-1 asfiilefifudmatindasgn 22%
¢ = NIEMNAMIATDN 2.4 W, MANUAUTIUNUGIA 77 ksi (531 MPa)
d = menudumuussfigagaueaiaidenting 70 ksi (MPa)
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2) AWS A5.5/A5.5M:2014 fioimuamnasgiudmiumadeniuandmannduanud
(Specification for Low Alloy Steel Electrodes for Shielded Metal Arc Welding) %Qléf AMUA
swavizelaneanansail

AWS A5.5/A5.5M:2014 E XX XX-X f8NH7 Lassiaiaesid Sanwmnedail

A5.5/A55M  wneds ngumadesiundnddmiudenmanndrauen

) a

2014 AN ﬂﬁﬁwwuwmmgm (2014)

E| XX | XX |- X

l*mnsjﬁq = @UNENMILANYDI AN (%wt)

e = slavaadndwaniin uazalinveanszudlwidoy

¢ BB = ANLAUINTDY

¢ WNedia = AANNLALLTIAINGR Alataud/msaid (ksi)

¢ vaneia = madiauiunand (Electrode)

wnaspudarimuamadouiurand Aws gaillfdmsumahliidemilulitumaden
Tavengaunnnésaud (Low alloy steels) Tagluanasgiuasinmassyfalssanmaidow uiia
ypandndwaniy dunisiidew siavesnszualvidon dunsumaad wasautiinanazes
iladeniild Tinsasduavasdoimuariadotiuesudasiuiinaniasl fuandlugtuuy
MINEBINNNgTaINATIUIET AWS AS.5/A5.5M:2014 10" Edition fasialiil

mMafl 7.4 uaasdadafmuaiidslsannaesniadey sliavesdndwantiy dumisnii
dou wazrfinvaanszualwideniudadon fuhadeudaimnsmudeuaansaldamndums
fnsandanlisanamaidauuasimuaiadsmadenligndasssmnsaniulansiunud
Foamaden antlamflvzfaduiuwden anmaudladeuwsuwudesiiiadounniasan
mafmueviiedenlimaidoniiianaa

dmiufaimuanasguisyeglusnad 7.5 Jumauanfdnssmaaiiveiadon
ysmadouudaslianiitadenmnansafiasdenmadienfideanisdunaumanaiiveils
wiamadeuiata AsniAnuanudeams wu fesmauuideuiiidnsamaaiinumsde
nfau fumumsinuse ilasahagamaifinsufiasBes/desinium ey viaaamuse
malfnugamnfings

audarimunmnaspiuautinenazeniadoniilaudeaiadauudastsinnaauansly
a7l 7.6 Fluanmmaaeuusei (Tensile test) ¥oatiioLdon ﬁi:yﬁqmmmﬁmmuuﬂ
fa Aanudusug il 0.2% offset uazAraNumaIaluMIBaf wianszyan Ml

ANUAMIYNTINIBNIANNSDU (Heat treatment)
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a ' 4 o [ Y 13
A7 7.4 nanadsznnaIn e niniandlanndHaNmAINNINGEIU AWS A5.5
77 - ANSIAWS A5.5/A5.5M, 2014

E7010-X High-cellulose sodium F/V/OH/H DCEP
E7010-X High—cellulose potassium F/V/ OH/H AC/DCEP
E7015-X % Low-hydrogen sodium F/V/ OH/H DCEP
E7016-X *° Low-hydrogen potassium F/V/ OH/H AC/DCEP
E718-X ** Low-hydrogen potassium, iron F/ V/OH/H AC/DCEP
powder
E7020-X High-iron oxide { H-fillets AC /DCEP
F AC/DCEP/DCEN
E7027-X High-iron oxide, iron powder H-fillets AC/DCEP
{ F AC/DCEP/DCEN
E810-X High—-cellulose sodium F/V/OH/H DCEP
E8011-G High—cellulose potassium F,V,OH,H AC/DCEP
E8013-G High-titania potassium F/V/OH/H AC/DCEP/DCEN
E8015-X *° Low-hydrogen sodium F/ V/ OH/H DCEP
E8016-X *° Low-hydrogen potassium F/ V/OH/H AC/DCEP
E8018-X *° Low-hydrogen potassium, iron F/ V/OH/H AC/DCEP
powder
E9010-G High—cellulose sodium F/ V/OH/H DCEP
E9011-G High—cellulose potassium F/v/OH/H AC/DCEP
E9013-G High-titania potassium F/V/OH/H AC/DCEP/DCEN
E9015-X *° Low-hydrogen sodium F/ V/ OH/H DCEP
E9016-X * Low-hydrogen potassium F/ V/ OH/H AC/DCEP
E9018-X ** Low-hydrogen potassium, iron F/ V/OH/H AC/DCEP
powder
E9018M Iron powder, low hydrogen F/ V/ OH/H DCEP
E10010-G High—cellulose sodium F/ V/OH/H DCEP
E10011-G High—cellulose potassium F/ V/OH/H AC/DCEP
E10013-G High-titania potassium F/V/OH/H AC/DCEP/DCEN
E10015-X ** Low-hydrogen sodium F/V/OH/H DCEP
E10016-X * Low-hydrogen potassium F/V/OH/H AC/DCEP
E10018-X ** Low-hydrogen potassium, iron F/V/OH/H AC/DCEP
powder
E10018M * Iron powder, low hydrogen F/ V/OH/H DCEP

E11010-G High-cellulose sodium F/V/OH/H DCEP
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A v ' 4 o ) o $
a1 7.4 (6id) MautalsznnadadeniunanSiiannduanmauanIgIu AWS AS.5
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E11011-G High—cellulose potassium F/V/OH/H AC/DCEP
E11013-G High-titania potassium F/V/OH/H AC/DCEP/DCEN
E11015-X * Low-hydrogen sodium F/V/OH/H DCEP

E11016-X ** Low-hydrogen potassium F/V/OH/H AC/DCEP
E11018-X ** Low-hydrogen potassium, iron powder ~ F/ V/ OH/ H AC/DCEP
E11018M “° Iron powder, low hydrogen F/V/OH/H DCEP

E12010-G High—cellulose sodium F/V/OH/H DCEP

E12011-G High—cellulose potassium F/V/OH/H AC/DCEP
E12013-G High-titania potassium F/V/OH/H AC/DCEP/DCEN
E12015-X ** Low-hydrogen sodium F/V/ OH/H DCEP

E12016-X ** Low-hydrogen potassium F/ V/OH/H AC/DCEP
E12018-X ** Low-hydrogen potassium, iron powder ~ F/ V/ OH/H AC/DCEP
E12018M ** Iron powder, low hydrogen F/V/OH/H DCEP

E12018M1 * Iron powder, low hydrogen F/V/ OH/H DCEP

NNBLAR UDINT 7.4

e a=dnwanarig <X lHunudnwuslaun A, B, B, tusiu wazmguanniaafigléainaiina 7.5

e b= gumisidion F=111310 H =13eey H-FIL = anyniszay V="1ma3 OH = rmiladibe

o ¢ = n3zudlWilion DCEP naneiia nszuansiadnliongduin waz DCEN wiunefiy n3zudnnainioniay
P o & A« v o

e d = madanfimuuainaeennsiuneglulandweniy

o ¢ = madannmvuaBSnawadlalasoununstuegluie@en

nMsmuuaasILaIalioinand Mavisldaneguuaalianuenainvzszylinnuis

a [

o VoA a A v & o = 1 g |
ianandwy nliay wazafinueanszudlwlianudty 839zusnfadIuNaNNIAN Nzl ALy

q
¥ ]

ilaiiewsne Tasazuaniaufinueasie (Type of elements) TIHEUWAN 1 uaz5IRDY 1 TiLdHuLile
Faamaauianasutagsrailailion TwzsdunulFnaeesn qinaniulefiiud
Tagniwmin (%wt.) ﬁ\‘ILLﬁmﬁ’JuNﬁN“ﬂNLﬂﬁ?lmﬂ?ﬂL%@Nﬁuﬂﬁﬂ%mﬁﬂﬂﬁﬂNﬁ&l@]é’l@]’mll’miﬁﬂu
AWS A5.5/A5.5:M2014 Tug51efl 7.5 agnalsimalumsUfianus madswenindudew
LuuvaaNazaefiNaamgRaasiovaasasmefigann Rilamagannfiesmlfmaudaung
sfiganaammmmnigamginesumaedlansndniiansgaidsllunsseinia (Lose
elements) LﬂuﬁummmmiﬁlﬁaL%auﬁdaummmamﬁﬁhjtﬂulﬂmuﬁﬁmmi LATILEAING
nenudeantifvendadonfifalzad taymiuslagemiauauuiangauuuiieudie

madenlugouinilasiuuialnaguuuadenlildnszanedesnduiuly
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Carbon—-Molybdenum Steel Electrodes

E7010-A1 W17010 0.12 060 040 003 003 — -— 0.40- — -
0.65

E7011-A1 W17011 0.12 0.60 040 003 003 — -— 0.40- — -
0.65

E7015-Al1 W17015 0.12 090 060 003 003 -— -— 0.40- — -
0.65

E7016-A1 W17016 0.12 090 060 003 003 — -— 0.40- — -
0.65

E7018-A1 W17018 0.12 090 080 003 003 — -— 0.40- — -—
0.65

E7020-A1 W17020 0.12 060 040 003 003 — -— 0.40- — -
0.65

E7027-A1 W17027 0.12 1.00 040 0.03 003 — -— 0.40- — -
0.65

Chromium—Molybdenum Steel Electrodes

E8016-BI ~ W51016  0.05- 090 060 003 003 — 04~ 040- — —
0.12 0.65 0.65

E8018-BI ~ W5I018  0.05- 090 080 003 003 - 04- 040- — —
0.12 0.65 0.5

E8016-B2 ~ W51016  0.05- 090 060 003 003 - 10- 040- - —
0.12 150  0.65

E8018-B2 ~ W51018 005~ 090 080 003 003 — 10- 040- — —
0.12 1.50  0.65

E7015-B2L  W52115 005 090 100 003 003 — 10- 040- — —
1.50  0.65

E7016-B2L.  W52116 005 090 060 003 003 - 10- 040- - —
1.50  0.65

E7018-B2L.  W52118 005 090 080 003 003 — 10- 040- — —
1.50  0.65

E9015-B3 ~ WS53015 005~ 090 100 003 003 — 20- 090- - —

0.12 250 1.20
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Chromium—Molybdenum Steel Electrodes

E9016-B3 W53016 0.05- 090 060 0.03 003 — 20- 09 -— -
0.12 250 1.20
E9018-B3 W53018 0.05- 090 080 003 003 — 20- 09- -— -
0.12 250 1.20
E8015-B3L  W53115 0.05 090 100 003 003 —-— 20- 090- - -
250 1.20
E8018-B3L  W531138 0.05 090 080 003 003 — 20- 090- — -
250 1.20
E8015-B4L  WS53115 0.05 090 100 003 003 — 175 040- — -
- 0.65
2.25
E8016-B5 W51316 0.07- 04- 03- 003 003 — 04- 1.00- V 0.05
0.15 0.7 0.6 0.6 1.25

E8015-B6°  W50215  0.05- 1.0 090 0.03 0.03 040 4.0- 045- — -

0.10 6.0 0.65

E8016-B6° W50216 0.05- 1.0 090 0.03 003 040 40- 045- — -
0.10 6.0 0.65

E8018-B6° W50218 0.05- 1.0 090 0.03 003 040 40- 045~ — -
0.10 6.0 0.65

E8015-B6L°  W50205  0.05 1.0 09 0.03 003 040 4.0- 045- — -

6.0 0.65

E8016-B6L°  W50206  0.05 1.0 09 0.03 003 040 4.0- 045- — -
6.0 0.65

ES018-B6L°  W50208 (.05 1.0 09 003 003 040 4.0- 045- — -
6.0 0.65

B8015-B7° W50315  0.05- 1.0 090 0.03 0.03 040 6.0- 045- — -
0.10 8.0 0.65
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B8016-B7° W50316 0.05- 1.0 090 0.03 0.03 040 6.0- 045- — -

0.10 8.0 0.65
B8018-B7° W50318 0.05- 1.0 090 0.03 003 040 6.0- 045- — -
0.10 80 0.65

B8015-B7L°  W50305 (.05 1.0 090 0.03 0.03 040 6.0- 045- — -

80 0.65

B8016-B7L°  W50306 (.05 1.0 09 003 003 040 6.0- 045- — -
80 0.65

B8018-B7L°  W50308  0.05 1.0 09 003 003 040 6.0- 045- — -
80 0.65

B8015-B8° W50415 0.05- 1.0 090 0.03 003 040 80- 0.85- — -

0.10 105 1.20

B8016-B8°  W50416 0.05- 1.0 090 0.03 003 040 80- 085~ -— —
0.10 105 120

B8018-B8° W50418 0.05- 1.0 090 0.3 003 040 80- 085~ -— —
0.10 105 1.20

B8015- W50405  0.05 1.0 090 003 003 04 80- 08- - —

B8L® 10.5 1.20

B8016- W50406  0.05 1.0 090 0.03 003 04 80- 085~ -— —

BSL® 105 1.20

B8018- W50408 005 1.0 090 0.03 003 04 80- 085~ -— —

BSL’ 105 1.20

E9015-B9  W50425 0.08- 1.25 0.30 001 0.01 1.0 80- 085~ V 0.15-0.30

0.13 105 120 C» 03
Al 0.04

Nb 0.02-0.10
N 0.02-0.07
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E9016-B9  W50426  0.08- 1.25 0.30 001 0.01 1.0 80- 085 V 0.15-0.30

0.13 105 120 0¥
Al 0.04
Nb 0.02-0.10
N 0.02-0.07
E9018-B9  W50428  0.08- 1.25 030 0.01 0.01 1.0 8.0- 0.85- v 0.15-0.30
0.13 105 120 Cu 025
Al 0.04
Nb 0.02-0.10
N 0.02-0.07

Nickel Steel Electrodes

E8016-C1 ~ W22016 0.12 125 060 0.03 0.03 2.00- - - — —-—

2.75
E8018-C1 ~ W22018 0.12 125 080 0.03 003 2.00- - - — -
2.75
E8015- Ww22115 005 125 050 003 003 2.00- - - — —-—
CIL 2.75
E8016— Ww22116 005 125 050 003 0.03 2.00- - - — -—
CIL 2.75
E8018- Ww22118 0.05 125 050 003 003 2.00- - — — —
CIL 2.75

E8016-C2  W23016 0.12 125 0.60 0.03 0.03 3.00- - - — —

3.75
E8018-C2  W23018 0.12 125 080 003 003 3.00- - — — -—
3.75
E7015- Ww23115 005 125 050 003 003 3.00- - — — -
C2L 3.75
E7016- Ww23116 005 125 050 003 003 3.00- - — — -—
C2L 3.75
E7018- Ww23118 005 125 050 003 003 3.00- - — — -—

C2L 3.75
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Nickel Steel Electrodes
E8016-C3  W21016 0.12 040 080 0.03 0.03 0.80- 0.15 035 \% 0.05
- 1.10
1.25
E8018-C3  W21018 0.12 040 080 0.03 0.03 0.80- 0.15 0.35 v 0.05
- 1.10
1.25
E7018- Ww20918 0.08 040 050 0.03 0.03 0.80- 0.15 0.35 A\ 0.05
C3L -1.4 1.10
E816-C4 w21916 0.10 125 060 0.03 0.03 1.10- — - — -
2.00
E818-C4 W21918  0.10 125 060 0.03 0.03 1.10- - - - -
2.00
E9015- Ww25018 0.05 04- 0.5 0.03 0.03 6.00- — - — —-—
C5L 1.0 7.25

Ni

E8018-
NM1

W2118

0.10  0.80-
1.25

ckel-Molybdenum Steel Electrodes
0.60 0.02 0.02 0.80- 0.10
1.10

040- V 0.02
0.65 Cu 0.10
Al 0.05

Manganese-Molybdenum Steel Electrodes

E8018-D1 W18118 0.12 1.00- 080 003 003 090 - 025- -— -
1.75 0.45

E8015-D1 W19015 0.12 1.00- 060 0.03 003 09 - 025- -— -
1.75 0.45

E9018-D1 W19018 0.12 1.00- 080 0.03 003 09 - 025 -— -
1.75 0.45
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EI0015-D2 WI10015 0.15 1.65- 060 003 003 090 -— 025- -—- —
2.00 0.45
E10016-D2 WI10016 ~ 0.15 1.65- 060 0.03 003 090 -—- 025- -—- —
2.00 0.45
EI0018-D2 WI10018  0.15 1.65- 080 0.03 003 090 -— 025- - —
2.00 0.45
E8016-D3  WI8016  0.12 1.00- 060 0.03 003 090 -— 040- -—-  —
1.80 0.65
ES018-D3  WI8018  0.12 1.00- 080 0.03 003 090 -— 040- -—- —
1.80 0.65
ES018-D3  WI19018  0.12 1.00- 080 0.03 003 090 -- 040- -—- —
1.80 0.65
General Low —Alloy Steel Electrodes
EXX10-G® —- — 1.00" 080" — — 050" 030" 020" vV 0.10" min
min min min  min  min Cu  0.20"min
EXX11-G® — — 100" 080" — — 050" 030" 020" Vv 0.10" min
min min min  min  min Cu 0.20" min
EXX13-G*® — — 1.00" 080" — — 050" 030" 020" Vv 0.10"min
min min min  min  min Cu  0.20"min
EXX15-G* — -— 1.00" 0.80" — — 050" 030" 020" WV 0.10" min
min min min  min  min Cu 0.20" min
EXX16-G* — -— 100" 0.80" — — 050" 030" 020" Vv 0.10" min
min min min - min  min Cu  0.20"min
EXX18-G' — — 1.00" 080" — — 050" 030" 020" V  0.10"min
min min min  min  min Cu  0.20"min
E7020-G ~ — -— 100" 0.80" — — 050" 030" 020" Vv 0.10" min
min min min  min  min Cu 0.20" min
E7027-G ~ — — 100" 080" — — 050" 030" 020" V  0.10"min
min min min - min  min Cu 0.20"min
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Military—Similar Electrodes
E9018M'  W21218 0.10 0.60- 0.80 0.03 003 140- 0.15 0.35 \Y 0.05

1.25 1.80

E10018M' W21318 0.10 0.75- 0.60 0.3 003 140- 035 025- 'V 0.05
1.70 2.10 0.50

E11018M' W21418 0.10 1.30- 0.60 0.03 0.03 125~ 0.40 025- 'V 0.05
1.80 2.50 0.50

EI2018M'  W22218 (.10 1.30- 0.60 003 003 175- 030- 030- V 0.05
2.25 2.50 1.50 1.50

EI2018M  W23218 0.10 0.80- 0.65 001 001 3.00- 0.65 020- V 0.05
1.60 3.80 0.30

Pipeline Electrodes

E7010-P1  W17110 020 1.20 0.60 030 003 1.00 030 050 V 0.10
E8010-P1 W18110 020 1.20 0.60 030 003 1.00 030 050 V 0.10

Weathering Steel Electrodes

E7018-WP W20018 0.12 0.40- 0.40- 0.025 0.025 0.20- 0.15- - v 0.08
0.70 0.70 040 030 Cu 0.30-0.60
E8018-W2 W20118 0.12 0.50- 0.35- 0.03 0.03 0.40- 0.45- — Cu 0.30-0.75
1.30 0.80 0.80  0.70
WNBIAR YDINTNT 7.5 ® ¢ = Bnws “XX” vesamaden s EXX13-G
® 2 - enimumnaiden Humgige venandmuadiuadu wneis sanuduustengaluiauian Tdun
® b- mansisinsanmgisylumnariiu 708090 100 110 @z 120 ksi
o ¢ = wiasathe A, B, C, mnefdunauvnuilaidon ®h= Li‘fﬂﬁﬂuﬁmﬁmqmummaehqﬁaﬂ 1579
® d = Unified Numbering System for Metals and Alloys ® i = udnNAdeAY MIL-E22200/1 ez MIL-
o o - wigmadaneanlnuunuiiAuly AWS A5.4-81 E22200/10
® f=anw5 “XX” 109 EXX13-G #u18il A1A1MeuuLIf ® j=E7018-W1 fin E7018-W uaz E7018-W2 fia
sngluiiioiden T&un 8090 100 110 uaz 120 ksi E7018-W
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E7010-P1 70 480 60 415 22 AW
E7010-A1 70 480 57 390 22 PWHT
E7010-G 70 480 57 390 22 AW /PWHT
E7011-A1 70 480 57 390 22 PWHT
E7011-G 70 480 57 390 22 AW /PWHT
E7015-X 70 480 57 390 25 PWHT
E7015-B2L 75 520 57 390 19 PWHT
E7015-G 70 480 57 390 25 AW /PWHT
E7016-X 70 480 57 390 25 PWHT
E7016-B2L 75 520 57 390 19 PWHT
E7016-G 70 480 57 390 25 AW /PWHT
E7018-X 75 480 57 390 25 PWHT
E7018-B2L 70 520 57 390 19 PWHT
E7018-C3L 70 480 57 390 25 AW
E7018-W1 70 480 60 415 25 AW
E7018-G 70 480 57 390 25 AW /PWHT
E7020-A1 70 480 57 390 25 PWHT
E7020-G 70 480 57 390 25 AW /PWHT
E7027-A1 70 480 57 390 25 PWHT
E7027-G 70 480 57 390 25 AW /PWHT
E8010-P1 80 550 67 460 19 AW
E8010-G 80 550 67 460 19 AW /PWHT
E8011-G 80 550 67 460 19 AW /PWHT
E8013-G 80 550 67 460 16 AW /PWHT
E8015-X 80 550 67 460 19 PWHT
E8015-B3L 80 550 67 460 17 PWHT
E8015-G 80 550 67 460 19 AW /PWHT
E8016-X 80 550 67 460 19 PWHT
E8016-C3 80 550 68-80 470-550° 24 AW
E8016-C4 80 550 67 460 19 AW
E8016-G 80 550 67 460 19 AW /PWHT
E8018-X 80 550 67 460 19 PWHT




492 | AQIBOUNAINGASTUAIQIBIU

'J 1 U = Aﬂl o o o 3
A1INN 7.6 (AD) mmaﬁmLL‘Nmmﬂmlam;mﬂaﬂfmﬁﬂﬂmwaummmmm@m AWS AS5.5
741 : ANSUAWS AS.5/A5.5M, 2014

E8018-B3L 80 550 67 460 17 PWHT
E8018-C3 80 550 68-80 470-550° 24 AW
E8018-C4 80 550 67 460 19 AW
E8018-NM1 80 550 67 460 19 AW
E8018-W2 80 550 67 460 19 AW
E8018-G 80 550 67 460 19 AW /PWHT
E9010-G 90 620 77 530 17 AW /PWHT
E9011-G 90 620 77 530 17 AW /PWHT
E9013-G 90 620 77 530 14 AW /PWHT
E9015-X 90 620 77 530 17 PWHT
E9015-G 90 620 77 530 17 AW /PWHT
E9016-X 90 620 77 530 17 PWHT
E9016-G 90 620 77 530 17 AW /PWHT
E9018M 90 620 78-90 540-620° 24 AW
E9018-X 90 620 77 530 17 PWHT
E9018-G 90 620 77 530 17 AW /PWHT
E10010-G 100 690 87 600 16 AW /PWHT
E10011-G 100 690 87 600 16 AW /PWHT
E10013-G 100 690 87 600 13 AW /PWHT
E10015-X 100 690 87 600 16 PWHT
E10015-G 100 690 87 600 16 AW /PWHT
E10016-X 100 690 87 600 16 PWHT
E10016-G 100 690 87 600 16 AW /PWHT
E10018M 100 690 88-100 610-690° 20 AW
E10018-X 100 690 87 600 16 PWHT
E10018-G 100 690 87 600 16 AW /PWHT
E11010-G 110 760 97 670 15 AW /PWHT
E11011-G 110 760 97 670 15 AW /PWHT
E11013-G 110 760 97 670 13 AW /PWHT
E11015-G 110 760 97 670 15 AW /PWHT

E11016-G 110 760 97 670 15 AW /PWHT
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E11018-G 110 760 97 670 15 AW /PWHT
E11018M 110 760 98-110 680-760° 20 AW

E12010-G 120 830 107 740 14 AW /PWHT
E12011-G 120 830 107 740 14 AW /PWHT
E12013-G 120 830 107 740 11 AW /PWHT
E12015-G 120 830 107 740 14 AW /PWHT
E12016-G 120 830 107 740 14 AW /PWHT
E12018-G 120 830 107 740 14 AW /PWHT
E12018M 120 830 108-120 745-830 18 AW

E12018M1 120 830 108-120 745-830 18 AW

LENRETN LG 2ININTN 7.6

o sunprssmadiosiihmmegeudulumuanasgiuimun

o efludnailudmmamnagaueifionga uanainazimua

Jupenedu

® 8nw3 X Aavhe unu A, B, B, iHudu nadaulugmnlinu

MaUfulpdieanuiau (As welded)

& A = ) o > 2
® AW = iiiananmianlaiiumsyFudpdieanaiou

& A ' o P P
® PWHT = iiiailianrnumslsudjsmsanuiay

® “G” = AS %38 PWHT (Jumudiaanaawasffudaiugnén

0 “¢” = duSuaIn@aNYA 2.4 WN.(3/32 Ti) manu

WiuduueI9gatie 5 ksi (3.5 MPa) Tagendfidmualy

3) AWS A5.4/A5.4M:2012 fafmuamnasgudmiuaiaidoufuandindnndlsaiu

(Specification for Stainless Steel Electrodes for Shielded Metal Arc Welding) gﬁ!\‘]lﬁﬁﬂﬂuﬂiﬁﬁ

visnlAnaanNIAIl

AWS A5.4/A5.4M:2012 E XXX (X) XX $18115 uwaziiavuessiva danamanediail

PNNED NaNMATBNRNNANTa S U aNmAnnA  Sati

a

Nt INivuanInIgIu (2012)

A5.4/A5.4M )
2012
E| XXX | X) |-| XX

l PBH = 1AYRINTEuLE I TaN LAz LT

VNNBDN = BIANENNLAL

® vanedia = madiauianand (Electrode)

NN = WALALEIUNENNILANYBIAIA T NMANNAN L3 aTia
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naspuaadeniundnddmiumadenTavemdnnd Satusiniovieldaciufntiang
nnmadasmannienfusuuasmdnniaussfina1nan fe Tldaysauaniivay (X) M
MNATTIU AWS A5 4/A5.4:2012 ldTanguanaideniundndueandnndlsain emuaiinves
nezualWdauuazsumisinden sanihy 5 Ussan fuanddumaei 7.7 uasshegumeidon
wundndimdnndlFadialuglil 7.7

< = o o R P
g1 7.7 Ussamamadiauiunandinanna [ Satinannnnsgiu AWS A5.4
i1 : ANSVAWS AS.4/A5.4M, 2012

EXXX(X)-15 DCEP All
EXXX(X)-25 DCEP H/F
EXXX(X)-16 AC/DCEP All°
EXXX(X)-17 AC/DCEP Allf
EXXX(X)-26 AC/DCEP H/F

a Nneia DCEP = n3zudlnasanadiuin waz AC = nszudlnday
b nnefia Anuviiai@ien F = My H = m3zdu woz All = dieuldnnm
c nnefis aadanung 4.8 NN (3/16 17) wazlnaindliuuahlildigaunnrinigen

P = o o ¥ M A .
UM 7.7 madieniamldndmanndnl5atin (Stainless steel cover electrode)

77;(/7 : Stainless steel/Allovs International. 2015

aadaninnandudnndFatinnguil alleveadndnliweninesdudinmuaania
ypsmadiauivzideniluld Taelusnesguldnmuadudydnsainineiay 2 e spesid

v
4 =

fezyuudumaiion ssneazideanazldnandeiudazlszamassandioninnandnguil

q

Aﬂl v L3 Aﬂ' L v :3}
Wwoanudnlalumsudaanuinevsssidaindion fse Uil
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o matdaanlszan EXXX-15 — fau —15 vumadiawn Sanamneh ifumeaidouiia
Aldlgfunszualiasmaidenaedivin (DCEP) winiu lauusilwldtulwdounssuaadui
nuiidaanmaguamuwadendigs uasmadeniifvuaanulalaifiv 4.0 wu. (5/3212)
sansaimadenlédnnrindon

o mailanllsnan EXXX-16 — shiay 16 vumadan fanumnegd fumadendd
sqfidelumaialessunaue i Tuaadew edhusdelineninmhauadimiums
dandenszualnady (AC) madendidvunaanalalaifiu 4.0 wu. (532 #7) ssnsarinis
donlémnrniien

o madaasian EXXX-17 — a’mL%auﬂizLﬂﬂﬁﬁ@Jiﬂﬂ%UiJgWWﬂﬂ EXXX-16 lag
3%‘ﬂm17i'mﬁuﬁm%§m (Silica/Si02) Linliuny sglnmiiies (Titanium) ey 17 vuan
daw Tanumained Wuaadaafivinsdmiumadeudeyulumadu (HF) desmnslan
wulugassilansuuasdirmlifomihuudeniindeiianden uasdipnaeawidew
umﬁlﬁ”%ﬁammwﬁmfn ﬁm%iumiﬁﬁﬁiamawm&gﬂ (Vertical upwards fillet) 926933
mafiamsmemadeniundiedy mnsadsmnmadenlsaniawanasduiii ad
yasmadaulsaniiaunsadenldnnriuden uadhunnasesmadanTand 4.8 uw. (3/16
i) veliuusih lddenring (V) wasriwiloeiue (OH)

o madantlasian EXXX-25 — madealssaniasiidndwaniuadeduaraidon
EXXX-15 Madunanuazanalumail/fn ssuandufuiidunaamaaiveaialans
maununa iy ununaaduTansmdnndriaifuen duay —25 vumaden fanumnei
Humadeniideanszualiidonainiigs mefidesmanauasluludlpidonzdaulSlundnd
WoNYN aadeudszanivzuusi il lunsdenriiny (F) wasriissdu (H) iy (@99
\don-25 efinnailani madew -15)

o madiaulsnan EXXX-26 — madeudsaaniannunain BEXXX-16 Tasfiudia
yomlsndneniufimiauiuniludueesdiunmmisaiivasmnidanumanzanlumainl g
Ny azuandiufimaununaiihawendumdnd uazanazasunumeidieusiinnaila
NN -16 Samanzuazuuzsilfldmadenlssaminumadenlusmunisoimy (F) wasri
SETU (H) sy

nnMIuaanaminesesai ssuumadon indnandiedutiu wafuldnsiaueina
denngundnndlFatinezianuuandiuluanmanumnsauiosilulfou fees
Aedastuanfvenilodeniudidny Tnsani@dndnznandnsnavessi auas s
yossguanmaaififagluiaidon maspuaadonialsydunamaaiifozldluils

FeamTuinamianaigu Asansluase 7.8 wazudasaniianienamuussncluaisei 7.9
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4 1 = ﬂl U o v v a
g3eN 7.8 doumanmaaiisadianinndndumsnndSatinanuanasgiu AWS A5 4
77 : ANSAWS A5.4/A5.4M. 2012

E209-XX° W32210 0.06 20.5- 9.5- 1.5- - 4.0- 0.90 0.04  0.03 0.10- 075
24.0 12.0 3.0 7.0 0.30
E2199-XX  W32310 0.06 19.0- 55— 0.75 - 8.0- 1.00 0.04 003 0.10- 075
21.5 7.0 10.0 0.30
E240-XX W32410 0.06 17.0-  40- 0.75 - 105- 1.0 0.04 003 0.10- 075
19.0 6.0 13.5 0.30
E307-XX W30710 0.04- 18.0- 9.0- 0.5- - 3.30- 0.90 0.04  0.03 - 0.75
0.14 21.5 10.7 15 4.75
E308-XX W30810 0.08 18.0-  9.0- 0.75 - 0.5- 0.90 0.04  0.03 - 0.75
21.0 11.0 25
E308H-XX  W30810 0.04-  180-  9.0- 0.75 - 0.5- 0.90 0.04 003 — 0.75
0.08 21.0 11.0 2.5
E308L-XX  W30813 0.04 18.0- 9.0~ 0.75 - 0.5- 0.90 0.04 0.3 - 0.75
21.0 11.0 25
E308Mo- W30820 0.08 18.0- 9.0~ 2.0- - 0.5- 0.90 0.04  0.03 - 0.75
XX 21.0 12.0 3.0 25
E308MoL~  W30823 0.04 18.0- 9.0~ 2.0- - 0.5- 0.90 0.04  0.03 - 0.75
XX 21.0 12.0 3.0 25
E309-XX W30910 0.15 220-  120- 075 - 0.5- 0.90 0.04 0.3 - 0.75
25.0 14.0 25
E309L-XX W30913 0.04 22.0- 12.0- 0.75 - 0.5- 0.90 0.04  0.03 - 0.75
25.0 14.0 25
E309Cb- W30917 0.12 220-  120- 075 0.70- 0.5- 0.90 0.04 0.3 - 0.75
XX 25.0 14.0 1.00 25
E309Mo- W30920 0.12 22.0- 12.0- 2.0~ - 0.5- 0.90 0.04  0.03 - 0.75
XX 25.0 14.0 3.0 25
E309MoL~ W30923 0.04 22.0- 12.0- 2.0-30 - 0.5- 0.90 0.04  0.03 - 0.75
XX 25.0 14.0 25
E310-XX W31010 0.08-  250-  200- 075 - 1.0- 0.75 0.03 003 — 0.75
0.20 28.0 225 2.5
E310H-XX  W31015 035-  250-  200- 075 - 1.0- 0.75 0.03 003 — 0.75
0.45 28.0 22.5 25
E310Cb— W31017 0.12 250-  200- 075 0.70- 1.0- 0.75 0.03 003 - 0.75
XX 28.0 22.0 1.00 25
E310Mo- W31020 0.12 250-  200- 20— - 1.0- 0.75 0.03 003 — 0.75
XX 28.0 22 3.0 25
E312-XX W31310 0.15 280-  80- 0.75 - 0.5- 0.90 0.04 003 — 0.75
32.0 10.5 25
E316-XX W31610 0.08 17.0- 11.0- 2.0- - 0.5- 0.90 0.04  0.03 - 0.75
20.0 14.0 3.0 2.5
E316H-XX  W31610 0.04-  17.0-  11.0-  2.0- - 0.5- 0.90 0.04 003 - 0.75
0.08 20.0 14.0 3.0 25
E316L-XX  W31613 0.04 17.0-  110-  2.0- - 0.5- 0.90 0.04 003 — 0.75

20.0 14.0 3.0 2.5
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A J 1 = § 2 o U v a
A1l 7.8 (6ia) dounanmataimadenvindndmannd Satinanauinasgiu AWS A5.4
77 : ANSVAWS A5.4/A5.4M. 2012

E317-XX W31710 0.08 18.0-  120-  3.0- - 0.5- 0.90 0.04 0.3 - 0.75
21.0 14.0 4.0 25
E317L-XX  W31713 0.04 18.0- 120-  3.0- — 0.5~ 0.90 0.04 003 — 0.75
21.0 14.0 4.0 2.5
E318-XX W31910 0.08 17.0- 11.0- 2.0~ 6xC, min 0.5- 0.90 0.04  0.03 - 0.75
20.0 14.0 3.0 to 1.00 25
max
E320-XX W88021 0.07 19.0-  320-  20- 8xC,min  0.5- 0.60 0.04 003 - 3.0-
21.0 36.0 3.0 to 1.00 25 4.0
max
E20LR-XX  W388022  0.03 19.0- 32.0- 2.0- 8xC,min 1.50- 0.30 0.02  0.015 - 3.0-
21.0 36.0 3.0 t0 0.40 25 4.0
max
E330-XX W88331 0.18-  140-  330- 075 - 1.0- 0.90 0.04 0.3 - 0.75
0.25 17.0 37.0 25
E330H-XX  WS88335 035-  140-  330- 075 — 1.0- 0.90 0.04 003 — 0.75
0.45 17.0 37.0 25
E347-XX W34710 0.08 18.0- 9.0- 0.75 8xC, min 0.5- 0.90 0.04  0.03 - 0.75
21.0 11.0 to 1.00 25
max
E349-XX ¢ W34910 0.13 18.0- 8.0- 0.35- 0.75- 0.5- 0.90 0.04  0.03 - 0.75
21.0 10.0 0.65 1.20 25
E383-XX ‘W88028 0.03 26.5- 30.0- 3.2- - 0.5- 0.90 0.02  0.02 - 0.6~
29.0 33.0 42 2.5 1.5
E385-XX W88904 0.03 195-  240-  42- - 1.0- 0.75 003  0.02 - 1.2-
21.5 26.0 52 25 2.0
E410-XX W41010 0.12 11.0- 0.7 0.75 - 1.0 0.90 0.04  0.03 - 0.75
13.5
E410Nimo— W41016 0.06 11.0- 4.0- 0.40- - 1.0 0.90 0.04  0.03 - 0.75
XX 12.5 5.0 0.70
E430-XX W43010 0.10 15.0- 0.6 0.75 - 1.0 0.90 0.04  0.03 - 0.75
18.0
E502-XX"  W50210 0.10 4.0- 04 045-  — 1.0 0.90 0.04  0.03 - 0.75
6.0 0.65
E505-XX" W50410 0.10 8.10- 04 0.85- - 1.0 0.90 0.04  0.03 - 0.75
10.5 1.20
E630-XX W37410 0.05 16.00-  4.5- 0.75 0.15- 0.25- 0.75 0.04  0.03 - 3.25-
16.75 5.0 0.30 0.75 4.0
E16-8-2- W36810 0.10 145~ 75— 1.0~ - 0.5- 0.60 003  0.03 - 0.75
XX 16.5 9.5 2.0 25
E7Cr-XX" W50310 0.10 6.0- 0.4 045- - 1.0 0.90 0.04 003 — 0.75
8.0 0.65
E2209-XX 'W39209 0.04 21.5- 8.5- 2.5- - 0.5- 0.90 0.04  0.03 0.08— 0.75
235 10.5 3.5 2.0 0.20
E2553-XX  W39553 0.06 240-  65- 2.9- - 0.5- 1.0 0.04  0.03 0.10-  15-

27.0 8.5 39 15 0.25 2.5
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VNEIR YOI 7.8
® 2 - gy 1 Alilduansluammeeniiumg Fe daslaiiu 0.5% ® g = LA HANDEIENIN 1.25-1.75%
o b - miilifndudeiudiigage @ h- (nanilaznngegly AWS A5 S

® ¢ = ianpTie —XX nNeia-15-16 -17 -25 #ip -26

® d = SAE/ASTM Unified Numbering System for Metals and Alloys
® ¢ = NUABNNANDEININ 0.1-0.3 %

o = Inuniflen navgaga 0.15%

A 1 = 4 U o U v =
g1 7.9 AnedeuusiImalipuiuNandmannd Falinauanasgu AWS A5.4
77 - ANSUAWS A5.4/A5.4M. 2012

E209-XX 100 690 15 None
E219-XX 90 620 15 None
E240-XX 100 690 15 None
E307-XX 85 590 30 None
E308-XX 80 550 35 None
E308H-XX 80 550 35 None
E308L-XX 75 520 35 None
E308Mo-XX 80 550 35 None
E308MoL-XX 75 520 35 None
E309-XX 80 550 30 None
E309L-XX 75 520 30 None
E309Cb-XX 80 550 30 None
E309Mo-XX 80 550 30 None
E309MoL-XX 75 520 30 None
E310-XX 80 550 30 None
E310H-XX 90 620 10 None
E310Cb-XX 80 550 25 None
E310Mo-XX 80 550 30 None
E312-XX 95 660 22 None
E316-XX 75 520 30 None
E316H-XX 75 520 30 None
E316L-XX 70 490 30 None
E317-XX 80 550 30 None
E317L-XX 75 520 30 None

E318-XX 80 550 25 None
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‘J 1 v = Y o g v ¥ A
M1INN 7.9 (D) m‘nmauLmma’mL%amqm«laﬂﬁmﬁﬂﬂaﬂiﬁum’mmmgm AWS A54
71 : ANSUAWS A5, 4/AS5.4M, 2012

E320-XX 80 550 30 None

E320LR—XX 75 520 30 None

E330-XX 75 520 25 None

E330H-XX 90 620 10 None

E347-XX 75 520 30 None

E349-XX 100 690 25 None

E383-XX 75 520 30 None

E385-XX 75 520 30 None

E410-XX 75 450 20 a

E410NiMo-XX 110 760 15 c

E430-XX 65 450 20 d

E502-XX 60 420 20 b

E505-XX 60 420 20 b

E630-XX 135 930 7 e

E16-8-2-XX 80 550 35 None

E7Cr-XX 60 20 420 b

E2209-XX 100 690 20 None

E2553-XX 110 760 15 None

VANBLAG 2BIANTIT 7.9

® 2 = TWanwFau 730-760 °C \Huien 1 gu. udndudalum o d = T¥anu3ou 760-790 °C (Hurian 2 9.
fedam 55°C/an. autia 315°C aannnmilaaslidudlu udndusnlumneedn 55°Cran. aui
1meuisgauniivins 595°C aanvnmilaasliduslusnie

® b =liAnasau 840-870 °C i 2 . udadudiluwm udgangie
feda 55°C/am. auda 595°C sannnniaaslfifiumly | @ e =T¥arm3ou 1,025-1,050 °C (Hurran 1
21Mevuagumivias . uddusmlummeutgamniives

o ¢ =Tinnwiou 595-620 °C Tuim 1 aw. udududrlueinme sonninlfanudnuisiigamai 610
ufagamniivies 630°C wiliifurran 4 9w, 01@ana LA

danelddudmluameasutgungivieg

malaniundnddmsunudeslansmannd Faininsldnuiulbnndafisuiuaa
WandnsumannmasusursamannanaNm wissnmsdenlansmanna Fatufitlymices
N113A2UANAMNINLTDEENNUDNIINANNULTILIT AINFIUNIUNITNANTBUL §D NULTDN

wanna Fatingifainsanudzaiauazanua NI lisy Nunnguulasiadewes
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a [ 4

nannm NnHenldaIndanaee (Filler rod) NUILIUMNIETBNNAN (GTAW) %158 20U

Wandn/uiin (GMAW) tnnzmadandmsmadinuildeslidesinsndaduaniazifinoguy

HIDUITDN

4) AWS A5.15:1990 (R2016) dian1muan1nigiudvsuaia L%@Nﬁuwéﬂ%mﬁﬂﬁéa
(Specification for Welding Electrodes and Roads for Cast Iron) Fal@imuasiavialdnaanun
fail

AWS A5.15/A5.15M:R2016 B XXX (X) —XX f18n#3 uazfiiauun9id Sanamvanedadl
A5.15/A5.15M vaneie nasmadeudunanddmsudenmanias

q q

1990(R2016)  #a899 ﬂﬁﬁmuﬂmmﬁm 1990 1511391 2016

E|NiFe |-|dC

l naneda = laneinanuias (Cast Iron)

WBia = MguaNran fe Tavzuaniiniia—1wan (Nickel-Fe alloy)

nanei = madisuianand (Electrode)

madeuiuidndminnas Wuriaaadenilidmiunudenumdudnlansmannds
iy Andetuglifusdasaiinudiiaenudeme wu diemsuaninyiauanini 9n
msliinu femnzmannaeTanafudalne wasfifulaminaudesinezine de Tans
winnaefianuausalumadonfioninn frdadinmdamadenminndaTasamsaud
slfiFendonuaniumsnvasriinae 1 laua msnnaadini (Gray cast iron) wdnwaatwilen
(Ductile cast iron) wiannasns tnanay (Spheroidal graphite cast iron) LAZLABNTIADHEN
(Alloy cast iron) (Hudy fuanaiotmadeniudndmanndalugi 7.8 Tasfiunuada
domuihlavamnifimganfusugsiidnummmesiinfaihudnszaeuman dafumuis
ﬂizmmjmmﬂL%ﬂmzﬁﬁlﬁimWWﬂﬂ%mmmaaﬁmﬁmﬁaﬁmﬁuaghﬂuﬁﬁiy AIUEAITZLAN YDA
madaumndnndamudnsaumaaiisBanasgu AWS AS.15/A5.15 lugnai 7.10 T
Thufisssetreimadonnsaniafiuwnmalumsa$uanadlafeniaiimmunag
vuadadon Tasluthyiuldfinaudaaadousanimannaneifisnauausademaiinia
anuansalumadeumdnnaalduindu Safinenmadoutusznirandnnaaidondy
wminnae uasmdnnaaideniuminnd uasfinulufimadeuminudetuTansuanngu
wanAansaimadeniamnodenld tefinsannnniavisldarasmafiuanslusng
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Weanudhlaiinnunnedigndasiuwsesinsutaanurasriavesmadenfitiulinnuds
msfiezdenldlimnzaniuiudmanunasiiozdon dail

madanfamdnddmiumaianTansminndedumadenifidiunauaslonsindadiy
wdn (Nickel-Base Electrodes) a1as33eniuin anfinida sautiadiuaiia 1 #ad

‘J T = 4 E2 o 1]
A17°97 7.10 dauwanmaaiimadieninnandlanzmannaamunasgiu AWS A5.15
i1 : ANSAWS A5.15/A5.15M, 2016

ENi—CI Ww82001 2.0 2.5 4.0 - 0.03 8.0 85 - 2.5 1.0 1.0
min
ENi-CI-A Ww82003 2.0 2.5 4.0 - 0.03 8.0 85 - 2.5 1.0- 1.0
min 3.0
ENiFe-CI Ww82002 2.0 2.5 4.0 - 0.03 Rem. 45— - 2.5 1.0 1.0
60
ENiFe-CI-A ~ W82004 20 25 40 - 003 Rem. 45 - 25  10- 10
60 3.0
ENiFeMn-CI ~ W82006 20  10- 10 - 003 Rem. 35 - 25 10 10
14 45
ENiCu-A Ww84001  035- 23 0.75 - 0.025 3.0- 50~ - 35- - 1.0
0.55 60 60 45
ENiCu-B w84002  035- 23 0.75 - 0.025 3.0- 60— - 225- 1.0
0.55 60 70 35
WINBLNG YNNI 7.10
® a- dunamaATivenumadesviailaiion o ¢ = finiAanniulavead
® b - AnfuansAgITugige ® f = FIANBILAINANTUFIARY

® ¢ = ‘Rem” nneds inaiiwdesuasu3ana 100%
® d = SAE/ASTM Unified Numbering System for Metals and Alloys

A 4 U o
71U 7.8 madiouriandndlans

Lanwan (Cast iron cover
electrode)

772/ 7: Gemini Welding/Cast iron
electrode, 2012
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o aadaudszan ENi-Cl — aaavdensfiaimuizdmiulilunindenlons
wiannaesdinmuitelidafumnudedimaiiafeiududdy uasdmansafivnihl 4 dew
wdnndadmiuTanzmdnadiedy 1 16 viaulansuanngumdnfaansadeuld Tuna
Uitanmaidentenlansmanuaezrldennuazidaddann wu ldwansiuivnufifoned
Tnegiiuly w’%aﬁmLﬂu'ﬁﬁym’mﬁhjﬁm’mLﬁuazamﬁqa (Stress concentration) H3aARINMNZOY
wanfien Wudu asnnmadentsianiifedenuduidaidorasianuuiusgann e
AnuTleIm (Wnzuaniide)

o madiautlizan ENi-CI-A — madavsiiaihsimnaseisiqegidisunaeg
ann dadenudniladensiianumilsgs Jufhugadursimesiaiilfideuiayiul
aniAduanumiier aalemanazinnisuaninsuiissnnanuuiunzesaninnds
waniniifanslumanaguuasmslnadesauanninmadenldd

o mALdaNsHAN ENiFe-CI — madanafiaiumnzdmiuiash U iumaden
douun viadousaiusedlavsminndennaiia udunnndannindnan Tnsanansaidon
IgfansnndaiumsnmesfiBusiiadentu wasiumannaesmesiiaiu uenanifaansed
whlfideumannaefumdnndamiveu viamanndsauiiadng 1 9ulUflanzuanngy
wnuEia uasssmnsanniumahluideuiumanndediiveanaSanauaguni 0.2%

o aaadansziAn ENiFeMn—CI — adaidanafiadfianufitasninadaduii
wnamianaugeis 12% wanfadasmaulpmnialumslnadirenilansned (Flow
ability) wazinANNEUNIUAEMILANS1IYBNLTaLTaN (Crack) uanandiunamiladaziie
NANNAULSIR waziina e ldiBnse Wiadenilfanaadenaiiaiasiiautian
In&ideafuiaveslanzmdnndennindnan madenriatasdfismihlulfdosnenduin
vutSnafidgemslifianuamudenmsiinuse Fasannsdnvsadisnann

o matiow/szan ENiCu-A uaz ENiCu-B — adaudaniailasiidunaniifuey
vaslanenosuasiinauiulans@duanud wasifinfa-Taveaduaugs mansdmdunmadon

Tavemanndennuiia uddsssuiladouianuaninldmulunsdfidadoudvnailng
mAannztumsiaesiivenaenaranslinfann wasiuanudn 1 femnzaadenriad
yarmadenevasvazmeazasuinudn (Helanznuneswazmedion)
fauisiinndamadendmiumadenlanzwdnnasesninlidenldfian ua
hadenfidessdnagiauei udenmanndaianuhiivzfamuaninldgann Fados
ApBAILANUArsHTaT: e dbaamadouduan 1 fendudumguasmaivanuduluil
donuazanuiduiuinannuiou (HAZ) FIBINTIZAANNADNAITUDUNANGILAZIY

= o . . R S a B o P < o %
tARBUENY (Diffusion) VL‘]_Jinllgnﬂuﬂ'UilﬂmLﬂﬂﬂ?quauﬁ]’]ﬂﬂ’]iﬂqiﬂvLﬂﬁqﬂLLﬁgifJﬂlﬁ?“ﬂ'ﬂﬂ
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vanudinanilasaneniiundluduniiu (Fe,C) uanandnswanwdiunaunaaiindiiu

N1399NULULIDEABYINITINADALGRENIDELINNTINNUNaNsananLAeyNurannazy
= ¥ 1 v ! [ o = = (4 [ v

eGNFuYaINIuAn31ldhe wu inandugdn U ndndess v idudu

5) AWS A5.3/A5.3M:1999(R2007) Lﬂu‘i’faﬁmuﬂmmgmﬁm%umﬂL%ﬂﬂﬁﬂﬂé’ﬂﬁ
Tavze adl vi &3 (Specification for Aluminum and Aluminum—-Alloy Electrodes for Shielded
Metal Arc Welding) Teldfnuasianialdneanindail

AWS A5.3/A5.3M:1999(R2007) E XXXX §8N15UazfIauuaasia Sanunanesai
AS3/AS3M  waned ngumadaafuidnddmiuideaTansagiidew

]
= o

1999(R2007)  vinedia Inmwuan1asgIu 1999 Uiyl 2007

E || XXXX

l WNeEa = dunaumaaiingnanseunumalanagiilion

e fie = madianinnand (Electrode)

A79BINNNINTZINYBI AWS AS5.3 A5.3M:1999(R2007) AT R (R I L IREIR
SIANANVEN(Main alloy element) fiuaniniinnniialanendniiiusigegliioneiunuma
\dealanzagidioy fuazaaandasiumasutansalanzagiiiloalasead dfilduanddunng
7.1 upganansautiriazesmadeuiundnilanzaglifoumudunaunaaiifauandy
m7afl 7.12 augiumauaassaauiiinunaseuiaidenfidenssmadenseudasaiia

maaniianahezldnduddadumadanlua e 4.13 wazdragnmadianlugii 7.9

A 0 g a‘ 2 b a
MINN 7.11 iﬂﬁﬁmm’dwaﬂfnmLLﬂumﬂmawumﬂﬂamaguLuﬂmm AWS A53
77 : ANSVAWS AS.3/A5.3M, 2007

1XXX mapgiiileazanlaitasnii 99% (Al-pure)

2XXX 51ANDILAI (Al-Cu) UTNUNBILAN 1.9-6.8%

3XXX F19uNINUE (A1-Mn) Yanauuaanila 0.3-1.5%

4XXX 519 Tanau (Al-Si) Ysanadaneu 3.6-13.5%

5XXX sauNnilidien (Al-Mg) Ysanaunnilidien 0.5-5.5%

6XXX sauNNililisNwazganay (Al-Mg-Si) U5 Mg 0.4-1.5% Si 0.2-1.7%
TXXX 5adINed (Al-Zn) Ysnamianau 1.0-8.2%

XXX RN (AI-Li) Usanadiies 2.5%
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A a ' IS y 2 < a A
AN 7.12 ﬂmmasmumumaLﬂmmmﬂL%awumﬂﬁﬁfamagmuﬂmm AWS A53
71 : ANSVAWS AS.3/A5.3M, 2007

E1100 (1) (1 0.05-0.20  0.05 =) 0.10 (=) 0.0008 0.15 Gi"l’cjﬂ 9
E3003 0.6 0.7 0.05-0.20 1.0-1.5 -) 0.10  (-) 0.0008 0.15 2)
E4043 4.5-6.0 0.8 0.30 0.05 005 010 (=) 0.0008 0.15 2)

NNELAR B9 7.12
® (1) = MgFanaumnniusgmanly 0.95% ® (-) =audnrienuagign

® (2) = FNUFINMERTINIUATY 100%

a wa & g [ 4 3 (% a
A1 7.13 anianunavesiiis@enmadiedeninndndlanzegidsnny AWS A5.3
77 - ANSIAWS A5.3/A5.3M, 2007

E1100 12000 82.7
E3003 14000 96.5
E4043 14000 96.5

nndayanaspumadeaiumsndlansagfidieniinanandneduiadeumunanld
Huwmadunsfiesdenlfaadenldgneas Tasdasfiansaniwiuininvedlansndn (Base
metal) figaamadonuasvasdnwanuiil)le wu

o nadilanzagiiilsailflunulasaanga 5052 A FnaesuuniiiFoun 2.5%
sansaidanlimadonsiia E4043 anine Tdananladenauaniine uaideuaisa
axfiadauinios

]
| =

o nidiagitienlanaiunsanidmnanvesuuniiBondunan (3va 5XXX) ldun
1n77 5086 138 1n3n 5083 azlaiuusilidenlimnidouuiia E4043 demguammzmaiton
sfiaiifidunausesBnadaneunnd 5% WedeuiuegliisnituuniiBeunsmanes
dawarliiiadenianiamenaiiugas

o nadidaamaunadenliuusuiuniselulad (Anodizing) wdamadtes Tuuusihli
@onldmndon 4043 nedansweslidfiusnavesieidendunndueduaulanswdn
madenfimngandoaiuriia Es356 wminzannilanenanidusgfidienTanahansadid

aunniiBeuuadaneuumguannan (6XXX)
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° ﬂicﬁﬁmmsﬂ%uﬂgqﬁuﬁaLLmL%aw%LﬁyaL%Nﬁaﬂﬂiim%mqmm%w (Heat
treatment) Ba391NMSTaNESD Idaasarldnuwundenfidendieainidon E1100 uas
E4043 uaz E 4365 Tagasmnsfumaiiondisniadion E4643 uuagiiieninga 6XXX was
maLdon E5180 uupgiiiisauinin 7XXX fAenansmihuuadeulimafnlganianenal &
7 1wy madenegiifisalansadnsenuilfogifienTasasansa 7005 iy uenaniidad
N3ABY 1 fianwnsarinld W insa 2319 130 2060 139 4009 LNTA 4145 1150 A356.0 LN3A
€355.0 130 357.0 (Tudiu

nnsddegnveinsdanldarndenlimuizanuazdonisszTafiuuzinen
Ussaumsaiaefdeutiu aafuldianuihiianuinuegvdfidadendaianuiuasany
dnlafanguarasmsfiasinnfinsanidenlisaden faunndeyaidnmduainuiu
Fnwelszaunisaidunudesneszsusnundnnaminesihanlifinsandenldaindoudail

(1) aAnuuieussaiiadowoudonidons

) sanenwhiiesinnmauaninussuiioy

(3) anmuadenriasziuasgamaifiasiuuadenlulfo

4) mmmminiumiﬁﬂéf’m%a%mjummu,ml,%au

(5) enuERNIalUEIIMIEUNUMItaneuYsILEde N

(6) @mNmmia‘lumiﬂ%uﬂgaﬁuﬁﬁﬁmﬂi’isﬁﬁmqmm%aumwé’qnm%au

(7 mmmEm'mﬁammamammﬁﬁaLLmL%aNﬁuﬁﬁam%ymmﬁé’ﬂ

peslsfmamanunamiinsanmanifenianlildoesayaiuazanansoidivaagunw

v Touldmudasmatiu wdesdiusiudeenuuudaimualunmadeuiudhdadisos

wnlaludnwazmzsadlanzagitisuunazlszimaunidnvaraasnsinlyldin

|
)\

H
i
H

i olndwl® ey NN\

i 4w e a o )
gﬂ'n 79 ammaunumﬂﬁamagmuﬂu (Aluminum cover electrode)

77,'1/7 - Lincoln Flectric/Alinminum cover electrode. 2013
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4.2 mmiauﬁuﬂﬁ’nimmgm JIS (Japanese Industrial Standard)
Ussinadiudulsmeaniiiidenimavanndunalulamadelfeersimiunn 3a

Igfinsahaidermuninasmuduiusesiies uaefiduisensuluszduunnad saldins

131mmgmzﬁﬂum%’lﬂu%’aﬁwu91miﬂﬁﬂ’ﬁmuﬁmﬁmﬂﬁumﬂ%amf‘i’umn%?u Taeanz

Uszmalng duglisudadnaunnezihndisuduioyadmiuanaianudirlafanasgiu

¥
=

wazdipimuas1e 9 P9amIIUMIAEaNIBILAaUIANLazuAazsdamaTaNNNaND Al

1) JIS Z.3211-2008 fiafmuamiasgpiudmivatadoniundndmdnndiaiueu
MANNEIANNUTILHGI waznaNNEId115UUIULEY (Covered Electrodes for Mild Steel,
High Tensile Strength Steel and Low Temperature Service Steel : Foreign Standard)Tae iy
VesTussiuana Teldimsmmuasiavielfaveanasgiueanindail

JIS Z.3211-1991(R2008) E XX XX $8nuauaziiaauessid Sanaumanedadl
HSZ3211  waneds ngumadendundnddmiuidenTansimdnndianiuey
MANNAIANNLIIIIG waztidnnAdwTIUULEY

1991(R2008)  vangdia InMuruanIasgy 1991 UYsulywil 2008

E || XX XX

l Wil = sfiavesdndinenivaiadenwasnszudlWilion
NN = SEYAUmRTINEY

NNEH1 = A1ANNIUUTLAUAINGAVDIL LB

R RERES mm%amﬁmé’ﬂﬁ (Version Foreign Standard)

madeusnddmiudonlanamdnndaniueu mdnnianuuiusgs uazmdnnd
dmFununudy aamnasgu JIS Z 3211 # wfdivimideldafisylfuumeiden Tasazananan
nnuiiaveadndiineniu riden wasrfinvsnsualiidonfionansadonldl duaady
M4l 7.14 wazvesndaiaudadiu fesadu maden E4313 Sanumanedail

Hhumadenfiveniurdnduialnimidsussnlad fsanudunuusaduieaiaidon
ﬁwqﬂ 420 N/mm? (43) Tmmmmﬁ’lmiﬁaN"Lﬁ”nﬂﬁmmiwhL?iau (1) Faswrsaidenld
nszualilion AC uaz DCEN (3) aenalsfimulumal §iidanasgiu J1S aslaidasduias iy
dinanndiafisuanudunasguanazdiisudidivinesgiuseafanigenisn
(AWS) visalindluanasgusesnguandlszinaglsl (EN I1SO) %nfﬂﬂﬂﬂﬁémﬁmdmimﬁﬁﬂ%
ssymasgfludauunimslfnumelundesusm Bunnimianaspudiansdey
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WeUABINIAIEIY AILEAIAI8E13ENa19U52na U1 NUINERNEAAIATDNYDILFEN
KISWEL LTD. ¥043ztnetmwals lugin 7.10

COVERED ELECTRODE

KCL-11 KISWEL

H Description

« Covering is high cellulose type for welding of sheet, pipes in building

« As the welding in poor groove fit up and vertical down welding can be
performed easily, it is used in all position welding

« Good mechanical properties and the weld metal needs requirement X-ray

+ Gives high ductility root weld and easy slag removal

- Stables arc performance in almost welding current

B Classification

[-AWS A5.1 :E6011 ~ENISO 2560-A :E382C12 |
l.J1SZ3211 :E4311 < ENISO 2560-B :E4311A :
e o o o o o o e o o e e e e e e e e e e e e e e e

B Welding Position

| I 5] 5] Slan

H Base Materials

General structural EN 10025 $185, S235, S275

Ship ASTM A131 A B, D

Cast EN 10213-2 GP240R

Pipe EN 10208 L210, L240, L290
API 51X X42, X46

Boiler & Pressure vessel EN10028-2 P235, P265, P295

zﬂﬁ 7.10 Ltﬁﬂﬂﬂ’liizuﬂd’miﬁ’lua’lﬂL%ﬂuﬁ:uwgﬂ%ﬁﬂﬂ’lﬂﬂﬁﬂ&lNWﬁi’]u‘ﬂﬁNQ’Na@
7"7.1/ 7: KISWEL Premium Arc Weldung Electrode, 2019
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A 4 o o v
AN 7.14 madeninnandlanzimdnndansusumuanasgiu JIS Z 3211

7"7{1/7 SJIS Z3211:1991 (R2008) (Version Foreign Standard), 2008

E4301 dawlsd F/V/O/H AC/DCEP/DCEN

E4303 Taai-Tannidle F/V/O/H AC/DCEP/DCEN

E4311 waglodgs F/V/O/H AC/DCEP/DCEN

E4313 Inindisaeanlas F/V/O/H AC/DCEN

E4316 lalasiausn F/V/O/H AC/DCEP

E4324 Inindisweanlaod-waunan  F/H AC/DCEP/DCEN

E4326 Talastaum-wanan F/H AC/DCEP

E4327 wianeanlad-wanan F AC/DCEP/DCEN
H AC/DCEN

E4340 Wondew F/V/O/H AC/DCEP/DCEN

NNIBLER PIMNTWN 7.14

® F = MstZaunny

= v &
OV = NMIILTBNNIA

O H = M&aNTszaAL

® 0 = madanmwmilaeine

® E = sianwsniuanitiaadioniundnduasnasgudiui

14luseauenna (Foreign Standard) uadiduszauma

yosdijuasazlddnusaa D (aalne Tewwdluz)

2)JIS Z 3221-2013 dammuamaspiudmsumadaninnandinanndil3afiy (Stainless

Steel Covered Electrodes : Foreign Standard) Wunesduszavaina daldnmmuasdanialda

maammﬁmaaﬂmé’ﬂﬁ
JIS Z.3221-1991(R2013) ES XXL X X fM8nwsuaziiavyassid Sanumanesai

JISZ 3221

q

q

PN AN NNNANTd S Tanlavisannan 3aiia

1991(R2013) wnel ﬂﬁﬁ’mu@mm@m 1991 15u1)341) 2013

E | S

XXL X X

l NN = STYAUmiaTIY
NNBTa = DGRANGIRLAY
wnef = Fnamga15usurane (Low Carbon)

¢ NANEDN = duNaNMIANYRIANNAN L 5aiiy
~ A o o o < ¥ My A .
¢ vineh = madeninndndurannal5adiy (Stainless steel)

b ANBIDG = mm%uﬁuﬂé’ﬂeﬁ (Version Foreign Standard)
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madeniundndindnndlsainanasgiu JIS 2 3221 asdautisaradousaniiy
Uszianena 1 Tasdadamunguuazinsaveandnndlaiaiiulonsgunssafifinglfnuiu
1 T Téun nqumannélSaiiawe33dn (Ferritic stainless steel) nannélFafiumniinudan
(Martensitic stainless steel) tiannan l3alinepdiauiifn (Austenitic stainless steel) trannanls
afluguwand (Duplex stainless steel) Falgiuanandusegmen)ssanmadenluaad
7.15 wiaihmumalumsinsanidenlfidledarmuasesnuedsmunasg JIS Telunia
vidaldnunasuiinzasylinmui insasasmaununmamanndlfaiia vivdew uas vila
vaanszudlwioniiannnsadenldld ufimssyfisquanfiaminduuesFnuseg
miupufion (L) (Judu Lmzlﬁ"ttﬁﬂqéhashqmﬂL%'awﬁ'mamfﬂﬂu%ﬁmﬁﬂuﬁmmmmgm JISZ
3221 TugUfl 7.11 vennnilinaspussasadendivenidunsamaaiivesniaidon fias
uneldidlpdenndimadomdiiuesidunaumaafizesmalarhuasiBnurilng
ypsmaidenlimadeauudastsznn duaaduaaad 7.16 uliiaansannuauianima
youilaidondummenauusaii dauaaslunaed 7.17

HufinnuiudnmadenmanndlFatiauennnanuauysauesuuiidon (Perfected
weld bead) A7NUT I TwBILLITON LazAMUEIBUIBILLI T NTiF Mgy sy
pgnaifidasinisan fe anaumumusensianseuveailadewielassey 1 uuiden twne
Hudaivrsandnndlsatin Safasiarsaniuiedulanaiganmaseaiadon Tanas
Fuiusinendaslasaniudunaumaaiivesmadenfidonlfuasdiunauniuaiivadlons
winfideamaiden Tasmanndafinusazinsaudazszianiasdaamninauasiiong
wavfifiganasansilasiumadansauilioniu duiumsiguaaldwensasyd unams
ivsmadanls doinduifiontdiosuddnuasiiuslamidsronsansandenldiden
deuldigndes duanuTiudmaevrssmadanunasanlumed 7.16

A o v § U o
U 7.11 setnamadioniamdnd

wdnndSativanesgueeiguda
| it (1S Z.3221)

7’7;\/7 : YAWATA Welding Electrode,
2015
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< = % o PR TS
a1an 7.15 madenvinvdndlanzimdnndl Safivanauanasgiu JIS Z 3221-2013
707 : JIS Z 3221-2013 (Version Foreign Standard), 2013

E307 15 F/V/O/H DCEP E316L 15 F/V/O/H DCEP

16 F/V/O/H AC or DCEP 16 F/V/O/H ACor DCEP
E308 1.5 F/V/O/H DCEP E316JIL 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H AC or DCEP
E308L 1.5 F/V/O/H DCEP E317 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H AC or DCEP
E309 1.5 F/V/O/H DCEP E317L 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H ACor DCEP
E309L 1.5 F/V/O/H DCEP E318 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H AC or DCEP
E309 Nb 1.5 F/V/O/H DCEP E329]JL 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H ACor DCEP
E309 NbL 1.5 F/V/O/H DCEP E347 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H ACor DCEP
E309 Mo 1.5 F/V/O/H DCEP E347L 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H ACor DCEP
E309 MoL 1.5 F/V/O/H DCEP E349 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H AC or DCEP
E310 1.5 F/V/O/H DCEP E410 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H AC or DCEP
E310 Mo 1.5 F/V/O/H DCEP E410 Nb 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H ACor DCEP
E312 1.5 F/V/O/H DCEP E430 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H AC or DCEP
E16-9-8-2 1.5 F/V/O/H DCEP E430 Nb 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H ACor DCEP
E316 1.5 F/V/O/H DCEP E630 15 F/V/O/H DCEP

1.6 F/V/O/H AC or DCEP 16 F/V/O/H ACor DCEP

NIBLTER PIMTNN 7.15

® F = Mstaumnu
= 8
® V = msidanrmng
® H = msilianimszau

® 0 = M danmniineiue

® AC = lnihnszuaaeay (Alternative current)

@ DCEP = lifhnszuanss Tasatadanuaauin (+)
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4 1 = ﬂ' U L2 U v a
MAMINN 7.16 ﬁ’JuNﬁN‘nNLﬂNﬁ’JG‘IL"}]@N‘VjNWﬁﬂ{I‘Lﬁaﬂﬂﬁ’lliﬁuNN’]ﬁiﬁ’m JIS 7.3221-2013
77;11 7:JIS Z 3221-2013 (Version Foreign Standard), 2013

E307 0.13 0.9 30to 0.04 0.03 9.0toll.0 18.0t021.0  0.5toL.5 -
8.0
E308 0.08 0.9 2.5 0.04 0.03 12.0t014.0 18.0t021.0 - -
E308 L 0.04 0.9 2.5 0.04 0.03 9.0to14.0 18.0t021.0 - -
E309 0.15 0.9 2.5 0.04 0.03 9.0to14.0 20.0t025.0 - -
E309L 0.04 0.9 2.5 0.04 0.03 9.0to14.0 20.0t025.0 - -
E309 Nb 0.12 0.9 2.5 0.04 0.03 9.0to14.0 20.0t025.0 - Nb0.70 to 1.00
E309 NbL 0.04 0.9 2.5 0.04 0.03 9.0to14.0 20.0t025.0 - Nb0.70 to 1.00
E309 Mo 0.12 0.9 2.5 0.04 0.03 9.0to14.0 20.0t025.0 2.0t03.0 -
E309 MoL  0.04 0.9 2.5 0.04 0.03 9.0t0o14.0 20.0t025.0 2.0t03.0 -
E310 0.2 0.75 2.5 0.04 0.03 20.0t0220 20.0t025.0 - -
E310 Mo 0.12 0.75 2.5 0.04 0.03 20.0t022.0 250t0280 2.0t03.0 -
E312 0.15 0.9 2.5 0.04 0.03 8.0tol0.5 28.0t032.0 - -
E16-8-2 0.1 0.9 2.5 0.04 0.03 7.5t095 14.5t016.5 1.0t03.0 -
E316 0.08 0.9 2.5 0.04 0.03 11.0to14.0 17.0t020.0  20.0t02.75 -
E316L 0.04 0.9 2.5 0.04 0.03 11.0to14.0 17.0t020.0 120t02.75 -
E316JIL 0.04 0.9 2.5 0.04 0.03 11.0t016.0 17.0t0 20.0 120t02.75 -
E317 0.08 0.9 2.5 0.04 0.03 12.0to14.0 18.0t021.0  3.0t04.0 -
E317L 0.04 0.9 2.5 0.04 0.03 12.0t016.0 18.0t021.0  3.0t04.0 -
E318 0.08 0.9 2.5 0.04 0.03 11.0to14.0 17.0t020.0 2.0t02.5 Cu1.0t02.50
E329]JL 0.08 0.9 2.5 0.04 003 6.0t08.0 23.0t028.0 1.0t0 3.0 -
E347 0.08 0.9 2.5 0.04 0.03 9.0toll.0 18.0t021.0 - Nb 8xC% to 1.0
E347L 0.04 0.9 2.5 0.04 0.03 9.00to11.0 18.0t021.0 - Nb 8xC% to 1.0
E349 0.13 0.9 2.5 0.04 0.03 8.0to11.0 18.0t021.0  0.35t00.65 W 1.25t01.75
Nb0.75t0 1.20
E410 0.12 0.9 1 0.04 0.03 0.06 11.0t0 140 - -
E410 Nb 0.12 0.9 1 0.04 0.03 0.06 11.0to 140 - Nb0.50 to 1.50
E430 0.1 0.9 1 0.04 0.03 0.06 150t018.0 - -
E430 Nb 0.1 0.9 1 0.04 0.03 0.06 150t018.0 - Nb0.50to 1.50
E630 0.05 0.75 2.50- 0.04 0.03 4.50-5.0 16.0 to 0.35t00.65 Nb0.15t00.30
0.75 16.75 Cu3.25t04.0

VN8R PDIINTNN 7.16

o afiudns nadinidudenssanetis miunfignaeaSunumauea
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4 U = d‘ U L2 v %4 a
M1 WN 7.17 ’mJllG]ﬂ’]uuiﬂﬂdﬁ’mL‘)]BN‘I@NWﬁﬂﬁtﬁﬁﬂﬂﬁ’]liﬁuuﬂ’]ﬁiﬁ’m JIS 7.3221-2013
7"7;‘(/7 :JIS Z 3221-2013 (Version Foreign Standard), 2013

E307 590 30
E308 550 35
E308L 510 35
E309 550 30
E309L 510 30
E309 Nb 550 30
E309 Mo 510 30
E309LMo 510 30
E310 510 30
E310Mo 550 30
E312 660 22
E16-8-2 550 35
E316 550 30
E316L 510 35
E316JIL 510 35
E317 550 30
E317L 510 30
E318 550 25
E329]1 590 18
E347 550 30
E347L 510 30
E349 690 25
E4100)" 480 25
E410 Nb()" 480 25
E430()° 480 20
E430 Nb()* 480 20
E630()’ 930 7

RNIYLNR YIMTNN 7.17

® ()' = FuaueuT 840-870°C 1aan 2 3w Uaeatiumie 590°C 7 55°C/aw wazliduslueme

® ()’ = Funuauf 760-785°C 1ian 2 1w Uanenfiusiie 590°C At 55°C/w wazliiEusaluaime

® ()’ =Funuauii1,025-1050°C i 1 33 Uasstiiuslusme mniususef 601-630°C (i

LI 4 53 wazhUanalifuailuaine
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3) JIS Z 32522012 ?’l’aﬁmuﬂmmigmf‘l’m%mm%auﬁmﬂé’ﬂeﬁammﬁﬂﬂéa (Covered
Electrodes, Solid Wire, Rods and Flux Cored Wires for Cast Iron : Foreign Standard) Taendlu
MNAIFIULTTUSEALENG “?hvlé’ﬁmumﬁ'ﬁﬁ%a‘fﬁmmmmg”maaﬂmﬁq{'f

JIS 7 3252-2012 E FC X $18n15 Wazfiilauuasswa 8aumangeiai

JIS 7 3221 et navaaipaisNandavsu@enlavizannan

) a
'

1991(R2013)  vimeda Unmunuasasgiu 1991 Usuilged 2013

E | FC | X

>4

l NN = DO NENTLAY

NNER1 = DINANAAN

= = < ' .
NN = AIALTDULNANYAB (Cast iron)

¢ HNeha = mm%auﬁuﬂﬁn% (Version Foreign Standard)

madawiudndilddmiumadenTanandnndassiimaudaseninlimanuaemiion
madaaimdndlsziandy 1 asdlumauaiilansminndafinnusansalumadeuion ey
snuasiilamafiaziiamauanininmadsudeuinegs ssfinadentivfaniumadauie
douuanfiianislinuiudanundnvasuduiaanuuaninviieuanindemes fiulssan
ypsadeniamdnddmiuminndeilidonlivios Tasazueand et varaidonmannde
wevfiafinealdfiusail

1) aaaLdew JIS Z 3252 EFCNi — 1ilusadoausiurand i Suandndiiwe nvfudu

[l
a =

sfianm i wasunumadeniuTovefinifiauignd sesdouilfuasznafldfunanssny
N19ANSDY (Heat Affected Zone : HAZ) aziiananuudanniiga saty edendilaesi
AnnasnlumInasnnuaseasessnilaaouineg (lausnn) luwdsesanuaaisaly
natitenfineuinenazdenldd nmsensnafiaaiiiane auaniisasenldie Weulalasla
Fuflugiasrims PWHT Tasmadiautssinniasiindudluie Ni Cast 98 dwaadlugiii 7.12
() ?immﬂﬁqLﬂummﬁ‘iauﬁﬁﬁwﬂamﬁﬂtﬁa 98% (ﬁmﬁau’%qw‘é

2) adaidiaw JIS Z 3252 EFCNiFe — (Jumaionsjundndidmndndwanviuiy
sfiannlnd Taefiunuaindondifilansfinia (Ni) nanagfiviunm 55% Auanmuiulans
wn (Fe)dauanalugUil 7.12 (@) ﬁ;mjszmﬁl,ﬁa"lﬁﬂ’sﬁu%auﬁa’;ﬂL?iamzhjqaﬁulﬂ wazazla
Lﬁcﬂmsmﬁ'ﬂuufﬂmﬂmﬁmﬁaﬂm:ﬁwmn?}au Faanwanansalunisidien (Welding abilities) fi
f dWadpusfianuudagunnnimaden TIS Z 3252 EFCNi numusenisuan31n Sauiid

NINANA N ENUMITBNWANNaaN L Lazananwiiien
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v Aa a

3) maLdew JIS Z 3252 EFCFe — Lﬂummﬁlauﬁ:maﬂﬂmu nanandilustialalasiau

= ' §

a1 Tasiunuatadoudumanusgnd edisunldvzianuudsiganin gandnaiadew

Q
o

1lszLAn  JIS Z 3252 EFCNi waz JIS Z 3252 EFCNiFe anafilananinndnadiu aauu sty
PHAHILANZ AN UM A TDNTUNUAANNADN LNF DI UM IANLAIAIELATDIINTNAINTLTDN

(n) madaududandindnnas 98%Ni  (v) madisuiudandindnnas 55%Ni

511 7.12 shagnamaiteniamsndindnvdemnasgusesgiudadilu (JIS Z 3252)
77;1/7 : YAWATA Welding Electrode, 2015

nnniarielAafsyuiumeadoumanvdoreiudasafinansaiozsyfadiumauna
wiivasaadanigldluiloden Tasansoamaaauldngiioaadananguinaiu
mnasgu dauaaufufmesnduwmmaaiivesmadoniundndminvdoneaiialuamaad
7.18 uaznanantiainenanmefuusfeadiadon Muaadumad 7.19 vennniinasgu
fuanfamnaduinuguinasrsimadesiiduiusivmnaanueneaden fitiades
ansalfifufayalumsiasandenlfldmuanuminsauiudnpasamifasimadon (us
Tasludsmandiadguanzyinnassusminihminsesmadeunangss (Alanuw/ndes
Wiy 321) 2 N/NEBA Y38 1 An. /nand) udu

A 1 = Y U L U
A1INN 7.18 ﬁ’J‘L!Nﬁ%J‘Y]’NLﬂNﬁ’JﬂL%E]Nﬂidwaﬂ‘ﬁmﬁﬂﬂﬂﬂu’m‘iﬁ”m JIS 7,3252-2012
ﬁ;w : YAWATA Welding Electrode 29193574 JIS Z 3252 (Version Foreign Standard), 2012

JIS 7 3252 EFCNi 0.99 0.11 0.57 0.002  0.001 Bal. 1.71
JIS 7 3252 EFCNiFe 1.15 0.31 1.96 0.004  0.001 54.8  Bal
JIS 7 3252 EFCFe 0.04 0.50 0.48 0.006 0.002 - Bal.
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A U 4 U o v
M1INN 7.19 ﬁ%J‘UG]‘Yl’NﬂﬁLLﬁ%"’Il‘L!’]ﬂﬂ’JWL%QN‘IQNWﬂﬂ"f]'lmgﬂﬂﬁﬂ&l’miﬁ’m JIS 7.3252-2012
ﬁiﬁ : YAWATA Welding Electrode 53179 g1 JIS Z 3252 (Version Foreign Standard), 2012

JIS 7 3252 EFCNi 480 - 2.6/ 3.2/350 4.0/350 5.0/350
JIS Z 3252 EFCNiFe 520 - 2.6/300 3.2/300 4.0/350 5.0/-
JIS 7 3252 EFCFe 490 33 2.6/300 3.2/350 4.0/400 5.0/-

fouuzimsedaiduauuzaindszaunsaivesfidsulusirumadeslanzmannas fe
amadianiiniia 55% (NiCast 55 ) uasfiniinagnd 98% (NiCast 98) avatdanlinszudlnidan

a A

fien uazdasnmniugamglisazdonlilfifannudaussaumnnauduly imneduiad
Fnuanufeuasauannasiuanliuundoninmauanimdamadud feilemaifaduld
feussfutlyminnlumadealansminnds uenannimahanuasanatinaidunutou
denfiiudisduivzdsantiymmaiamauaninessmsiesiunulansmdnvasle
Tagamenudeunanaslnadudiuinama viemsdemduilogniiu gridase 1 fidpsnsin
nufiudauasmmudanisiansalulFon uenanilfiideiauauuslumamaiianadosein
Igun madandpswiiaimnannanuiudemseuiigamai 80 — 120°C Wunmetuias
60 Wl findunudasiiaduinfidenamneanlivun madenaindonuundu 1 limadey
wwnsatiins ileaaanadauasanlulansdunudidon
dmfuridaussmadensheaadenTansmnnds savialdneslisydiemgua
wnrhaadamninndennlssanaunsadaaldnndumisiiiian (All position welding)
LufitfymluGeswasmislnadzeniminmamivasuainmenin inneauiatugumslna
slanzmannaaiigunnnindndnasessigiinanaglulavaminnde dalufifeuuniingdd
dongerideracluuuifa (Vertical Downwards : VD) THULLABTULAELLASIT 91T
daamuquinidavatinsinsTudufimmnnaihlansmaaslnadtunn lasdndns
denteuwanlansmdnnas dnlnaidunsdeslansiiduriinuasinsadiunanifeaiv
(Similar welding) fnuﬁﬁﬂﬁymﬁaﬂmﬁluL%ﬂﬁmf‘mmmm%au WANUINENEANNILIZYIN
amnsadaalansndnndeiulanefumanunienld SlunsdfiduTansdanaadiumaama
Rludnwaedl (Dissimilar welding) feuiinaradonminndsszamnsadonldianuue
Tunadfiianaden dasldinudunmsaiwaumadan wasifdsnmanidoufigndasusius
Ligwivezdaanulisuysahvieiafounwismauuideuviadladenldne
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4.3 mmiauﬁuﬂﬁ’nﬁmmﬁmmna ISO (International Organization for Standardization)
naspumadeniaddiuunimmelutsmauougTnifendeldifumasgmanues
ngumndmalzugTa/luiieanasgiu EUROPEAN STANDARDS : EN Zuidlasshammuafifadiy
1S0 SuAadumnaspuglaiifiniualumia EN IS0 upniniiunaszneailéfida dmuauen
penINRvsanIaiIAY 1 Ussinaanmaenandng 1iafa BS EN ISO % BS @e British

¥
v =

Standards ﬁm%’umiﬁwLﬁuammgmmm%auﬁuwé’ﬂ?ﬂuﬁ’mau%é’wﬁammgmmﬂa
(International Standard)

1) ISO 2560 : 2020 Farvuamnaspudmivaadauiusndlanaminnieaniuauuss
WANNA1ANNUIILT g4 (Covered Electrodes for Manual Metal Arc Welding of Non—Alloy
and Fine Grain Steels)

mmgmmm?iauﬁm\lﬁn%mﬂa (1S0) lamnuasianial@nuasnasgiueananidsznaudie
4 drudyaudnwel fail
- dudadnuelveimaion - dudasnueitansdiunaimaaiveimadon
- ddydnsaluanasnidnung - dududnuciidyinseadndwaniiy

1SO 2560 : 2012 EX X X X X X X 18 nH5uaziiavvassia danamans el

1SO 2560 naneia nguatadanvinnanddmsudanlanzmanndmanndasuey

LAZLHANNAIANNULTILIIG

2012 vnel YnmvuanasgIv 2012

E| XX || X|X||X|X]| X

1 wned = Banadalaswuludiodon
wineds = nzualwihuazusasulnihigow
e = sunidarindle
wined = Uszansnmmnseanuaansalumsiien
¢ vanefia = afinvaaidndwaniuanidon
¢ pneds = anudhumunnsEunnuazmMIiadveaiingen

¢ RN = ANNMUMULTILAURIDI DTN
¢ Mneia = madieuiuwand

NAMILEMITIANNRNIBIBITaMTuAManIalannNNIngg L 1SO 2560 : 2012 Tu
fesuny Fesridudazd uitinszyUuRIATeNILII e NIBeNTaEY tiatdnanudla
faaiadne 1 msmaldanuazansautannuvaneldgndns Saesndstnmadiouiunand

¥

WNAsFIU ISO 2560 Nidmsumadenlanzimannd Al
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mm%u E425B42H5 LL‘lJﬂﬂ’)']N‘WNWEILWE]ﬂ’]iLﬁ@ﬂi‘ﬁTﬂElE]'NﬂﬂG]’IN?JE]NﬂG]’IN

NIMIFIUEINg (ISO) mmmmiugﬂﬂ 7.13

- E =madeninnanddmiumadenerinluih

- 42 = @aNUMUNULTILAUAIDWLDLTDN 500 519 640 MPa

-5 = ANNAUNIUNINTZUNA =50 T waztleSidiudnsting 20%

|
los]

F |l\l) IN
1

= Wumaganiunandnldndndalinsranantiy (Basic)

Fanuansnlunatingd 105 84 125% wazanansatianlasnenszualn DC

awnsaanlanninan st Maadianes (Vertical-down)

Tensile strength | Minimum yield

440 to 570

strength (MPa) | elongation (%)

355

Minimum

470 to 600

380

Svmb ansile st
35
38
42
46

500 to 640

420

530 to 630

460

50

560 to 720

500

I

Covered
elactrode for

manual metal

arc welding

— mnadlalasaunawagluiadanlaiiu s mi/100g

Impact energy

Symbol

L s |o|lo|s|u|n|e|x|n
&
o

Symbel

Coating type

Acid

Basic

Cellulosic

Rutile

Rutile thick coated)

Rutile-Cellulosic

Rutile-Acid

Rutile-Basic

E425342H5

Symbol

Metal recovery

(%)

Current type

i

Symbol

Max. hydrogen content

in weld metal (m1/100g)

10

15

1 |  ACandDC
2 Welding position
3 AC and DC
>105 | =125 y
4 DC 1 PA, PB, PC, PD, PE, PF, PG (all positions}
5 108 160 AC and DC 2 | PA,PB, PC, PD, PE, PF (all positions, except vertical-down)
] i = DC 3 PA, PB (flat butt weld, flat fillet weld, horizontal-vertical weld)
7 160 AC and DC 4 | PA (fiat butt weld, flat fillet weld)
8 > DC 5 PA, PB, PG (vertical-down and positions according to symbol 3)
Py C% A ‘['cv %‘ o7 v o [ 1%
jﬂﬂ 7.13 ANUANYYDITRANID AN INL ’rﬂN‘lﬂ@JWﬂﬂ?lmﬁﬂﬂﬁ’m']Gliﬁ’mﬁ’]ﬂﬂ (ISO)

731 - Guide to EN ISO 2560:2012, MMA Electrode, 2012

< A L= A Yy (v JAg Yy o o A ¢ w A A o
LﬂUﬂﬂi']]JﬂUW'J']ﬁ'JﬂLT]BNTJNWﬁﬂ‘HTII?Iﬁ']ﬁ?Uﬂ']‘iL"HﬂNﬂ'ﬁﬂﬂ’JEllW‘W']ﬁﬁﬂﬂLiﬂﬂﬂu'ﬂ

el fealdnununndmemnzannsadionlanzldiiounnalialasmwzlanznguinan

o

QU

NNAANRIAL

PNANEADDANITDIUNUNTEDNLTAIATDNNIANIBNAIELNTA TILND1NUIN

= o & o oA a A o ' P = =
LLﬁﬁQIﬂUUﬂLiﬂumﬂﬂﬂﬁNW Tﬂﬂ‘ﬂsﬂﬂLﬂaﬂNqﬂqﬂ?jUQLWﬂLﬂu@nﬂﬁﬂx‘]‘ﬂaﬂagﬂL?IQNGIN%SZLLﬁﬂQﬂQ

ManIalAAURIAINTDNNIDNEIUNANNIILANYDIAIAL T NAILEAITUAI1T197 7.20 UWAzLEAS

antiAn1InavaLiaannazldnainaianvadufazviavisnlanadndianlumse 7.21 wiay

AuuanIagIMIszyAIIUNaNIaaTRdauldudainasIussymadenlugln 7.14
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A \ = a' U g Y
f1979Nn 7.20 ﬁ’mNﬁ?d‘(ﬂx‘lL?’mﬁ’mL‘HﬂNﬁNWﬁﬂ%Lﬁﬁﬂﬂﬂ’]Mﬁﬂiﬁ’m ISO 2560:2012
7"72/7 : International Standard ISO 2560:2012, 2012

E4310 020 1.20 1.00 NS NS 0.30 0.20 0.30 0.08 NS NS
E4311 020 1.20 1.00 NS NS 0.30 0.20 0.30 0.08 NS NS
E4316 020 1.20 1.00 NS NS 0.30 0.20 0.30 0.08 NS NS
E4319 020 1.20 1.00 NS NS 0.30 0.20 0.30 0.08 NS NS
E4903 015 1.25 0.90 NS NS 0.30 0.20 0.30 0.08 NS NS
E4911 0.15 1.25 0.90 0.035 0.035 0.30 0.20 0.30 0.08 NS NS
E4913 020 1.20 1.00 NS NS 0.30 0.20 0.30 0.08 NS NS
E4915 0.15 1.25 0.90 0.035 0.035 0.30 0.20 0.30 0.08 NS NS
E4916-1 0.15  1.60 0.75 0.035 0.035 0.30 0.20 0.30 0.08 NS NS
E4918-1 0.15  1.60 0.90 0.035 0.035 0.30 0.20 0.30 0.08 NS NS
E4927 0.15 1.60 0.75 0.035 0.035 0.30 0.20 0.30 0.08 NS NS
E5716 0.12  1.60 0.90 0.03 0.03 1.00 0.30 0.35 NS NS NS
E5728 0.12  1.60 0.90 0.03 0.03 1.00 0.30 0.35 NS NS NS
E4910-P1 020 1.20 0.60 0.03 0.03 1.00 0.30 0.50 0.10 NS NS
E5510-P1 020 1.20 0.60 0.03 0.03 1.00 0.30 0.50 0.10 NS NS
E5518-P2 0.12  0.90-1.70  0.80 0.03 0.03 1.00 0.20 0.50 0.05 NS NS
E4910-1M3 0.12  0.60 0.40 0.03 0.03 NS NS 0.40-0.65 NS NS NS
E4915-1M3 0.12  0.90 0.60 0.03 0.03 NS NS 0.40-0.65 NS NS NS
E4918-1M3 0.12 0.90 0.60 0.03 0.03 NS NS 0.40-0.65 NS NS NS
E4920-1M3 0.12  0.90 0.40 0.03 0.03 NS NS 0.40-0.65 NS NS NS
E5518-3M2 0.12  1.00-1.75  0.80 0.03 0.03 0.90 NS 0.25-045 NS NS NS
E5516-3M3 0.12  1.00-1.80  0.80 0.03 0.03 0.90 NS 0.40-0.65 NS NS NS
E5518-3M3 0.12 1.0-1.80 0.80 0.03 0.03 0.90 NS 0.40-0.65 NS NS NS
E5516-N1 0.12 0.60-1.60  0.90 0.03 0.03 0.30-1.00 NS 0.35 0.05 NS NS
E4916-N2 0.08 0.40-1.40  0.50 0.03 0.03 0.80-1.10  0.15 0.35 0.05 NS NS
E5516-N2 0.12  0.40-1.25  0.80 0.03 0.03 0.80-1.10  0.15 0.35 0.05 NS NS
E5516-N3 0.10 1.25 0.60 0.03 0.03 1.10-2.00 NS 0.35 NS NS NS
E5516-3N3 0.10  1.60 0.60 0.03 0.03 1.10-2.00 NS NS NS NS NS
E4916-N5 005 1.25 0.50 0.03 0.03 2.00-2.75 NS NS NS NS NS
E5516-N5 012 1.25 0.60 0.03 0.03 2.00-2.75 NS NS NS NS NS
E4916-N7 0.05 1.25 0.50 0.03 0.03 3.00-3.75 NS NS NS NS NS
E4918-N7 0.05 1.25 0.50 0.03 0.03 3.00-3.75 NS NS NS NS NS

MNBL6 YBIN TN 7.20
® a = mfludnsafied uaigeiga (Values are maximum) @ b =laiszie (Not specified : NS)
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A U ﬂ' o L2 o
199N 7.21 ﬁN‘lJGm’Nﬂﬂ"ll’rNﬂ’mL%BNﬁNWﬁﬂ%LﬂgﬂﬂﬁﬂNiﬂiﬁﬁu ISO 2560:2012
77;1/7 s International Standard ISO 2560:2012, 2012

E4310 430 330 20 0
E4311 430 330 20 -30
E4316 430 330 20 -30
E4319 430 330 20 -20
E4903 490 400 20 0
E4911 490 to 650 400 20 -30
E4913 490 400 16 NS
E4915 490 400 20 -30
E4916-1 490 400 20 -45
E4918-1 490 400 20 -45
E4927 490 400 20 -30
E5716 570 490 16 -30
E5728 570 490 16 -20
E4910-P1 490 420 20 =30
E5510-P1 550 460 17 -30
E5518-P2 550 460 17 -30
E4910-1M3 490 420 20 NS
E4915-1M3 490 400 20 NS
E4918-1M3 490 400 20 NS
E4920-1M3 490 400 20 NS
E5518-3M2 550 460 17 -50
E5516-3M3 550 460 17 -50
E5518-3M3 550 460 17 -50
E5516-N1 550 460 17 -40
E4916-N2 490 390 20 -40
E5516-N2 550 470 to 550 20 -40
E5516-N3 550 460 17 -50
E5516-3N3 550 460 17 =50
E4916-N5 490 390 20 =75
E5516-N5 550 460 17 -60
E4916-N7 490 390 20 -100
E4918-N7 490 390 20 -100

NG PRIMTNN 7.21

® a = mfluanaaied uagigaiisaans (Requirements) ® b =lajsz1yAn (Not specified : NS)
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WNAIIUTREVIalAnalnda

-~ \® :
F’(Xil bt.; THJS('GFe
) AWS A5.1 E7018

ISO 2560-B-E4918 A

ANIG PR IE AN MW e B e CE
ESPNAAAL SR CAFEEINAPT €I Ok b W ER

J a' v o U
711 7.14 madeniunandindnndanasgiuanna (ISO 2560)
71 : TIANJIN BRIDGE WELDING MATERIAL GROUP CO.,LTD, 2010

2)1S03581:2016 daimuamnasgiudmivmadenyinndndlansimanndl5aiiy
wazLaANNAIMUANNIUY @4 (Covered Electrodes for Manual Metal Arc Welding of Stainless
and Heat-Resisting Steels) (Juaiaidoniundndnansdaninuiasgiuaina (1S0) lagla

AMNRUATREYID LANYINIATFIUBDNNIATL

ISO 3581:2012 E X X X X X X X fnu3uasitauuaasia Janumvanesad

1SO 3581 nunede nguadatdaniundnddmSuiionlanzmdnnar Saiiuuas

wannEnuANNIoug
2012 nanel InmruaasgIu 2012

EIX|X|X||X|X|X|X

l wneds = nzualihuazusesulnihigow
Wnee = munisiden
wned = Usransnmmstismihlanzidon
N = siinveandndwanfumeatdon
¢ mngta = Phanusgasusuion
¢ e = Hnusatinda (%)

¢ wnedle = Bnusglasiien (%)
¢ vneia = madiauiuwand

nndaimuamamnaIgIu ISO 3581:2016 Wauaudnsmumisfissyuuainidoas
waasARnauazaNIINeRamEzas dfiuaasluzi 7.15 TasmauaaaFanad e
maafiresmaidorasuanalflumned 7.22 Jufhdunaimedeaiudnddmsunmaden
wdnndlFatumuinasgiu IS0 isfinsanifisusiavielfaduaasgiudy 1 feensuiuly

M EsNesdisuanulildnnisziamusaindion Awwaasluaae 7.23 madew
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WndndudnndFatininaniuminiaadionranndarsusunazvannSuandy 1 uas

unaswuNRuIAanasudeldnagu AuaaagusiuLarMIEysiarselAnuy

nasassmadaninnandmanndlsatinlugun 7.16

Cr composition (%)

Covered electrode

Ni composition (%)

T Efficiency of electrode (%)

19-¢

Low carbon composition 110 120 130 140 150

arc welding

B Basic 0 . _
R Rutile 1 +or- | 50
S Other > _ 50
3 + 50

1 PA,PB,PC,PD,PE,PF,PG (All positions) 5 - 70
2 PA,PB,PC,PD,PE,PF (All positions, except vertical-down) 6 + 70
3 PA,PB (Flat butt weld, flat fillet weld, horizontal-vertical weld) 7 +or- | 90
4 PA (Flat butt weld, flat fillet weld) 8 - 90
5 PA,PB,PG (Vertical-down and positions according to symbol 3) 9 + 90

A L2 ) [~4 Aﬂ' U L U v a
j‘lJTl 7.15 ﬂ’)’]?J‘ﬁN”Iﬂ%ﬂdiﬂﬁﬁiarﬂﬂﬁ’mL?IE]%JTJ%JWﬁﬂ‘ffmgﬂﬂﬁ'leiﬁuNN’]Gliﬁ’]uﬁ’]ﬂﬁ (ISO)
77;117 > Guide to ENISO 2581:2016, MMA Electrode, 2016

/x EAS 2-A \\ 5171 7.16 uamaiavizelAnfisn

-
————
-
e’

R ~ 2 v A 3 v
N : — UUNaBIIaINIALTENENENS
wannal5alinanasgiuaing

(ISO)
— ons 7 Welding Supplies Ireland,
oA E MMA Electrode, 2010
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A | ' = A o o ¥ Yy a
AN 7.22 dunanaiimadianinndndmannilSatinanasgiu 150 3581:2016
701 : International Standard 1SO 3581:201 6, 2016

13 0.12 11-14 - - -

13.1 0.07 12-15 18-1.5 -

13.4 0.07 12-15 3-5 1 -

17 0.10 15-18 - - -

17.01 0.25 15-18 - 1-1.5 -

19.9 0.08 18-21 8-11 - -

19.9L 0.04 18-21 8-11 -

19.9Nb 0.08 18-21 8-11 - Nb
19.9L Nb 0.04 18-21 8-11 - Nb
19.12.2 0.08 17-20 11-14 2-25 -
19.12.2L 0.04 17-20 11-14 2-2.5 -

19.12.2 Nb 0.08 17-20 11-14 2-2.5 Nb
19.12.3 0.08 17-20 10-14 2.5-35 -
19.12.3L 0.04 17-20 10-14 2.5-35 -
19.12.3 Nb 0.08 17-20 10-14 2.5-3.5 Nb
19.13.4 0.08 17-21 11-15 3.5-5.5 -
19.13.4L 0.04 17-21 11-15 3.5-55 -
19.13.4 Nb 0.08 17-21 11-15 3.5-5.5 Nb
22.12 0.15 20-23 10-13 - -

23.12 0.15 22-26 11-15 - -
23.12L 0.04 22-26 11-15 - -
23.12Nb 0.12 22-25 11-15 - Nb
23.12W 0.20 22-25 11-15 - W2-4
23.12.2 0.12 22-25 11-15 2-3 -

16.8.2 0.10 14.5-16.5 7.5-9.5 1-2 -

17.8.2 0.10 16.5-8.5 8-9.5 1.5-2.5 -

18.8 Min 0.20 17-20 7-10 - Min 5-8
18.153L 0.04 16.5-19.5 13-16 2.5-35 -

252 0.20 24-28 18-22 - -
2520L 0.04 24-28 18-22 - -

25.20 Nb 0.12 24-28 18-22 - Nb
25.20.2 0.12 25-28 20-22 2-3 -
2520C 0.25/45 24-28 18-22 - -
25.25.2 Nb 0.10 24-27 24-26 2-2.5 Nb
18.20.2 CuNb 0.10 17-20 19-22 2-25 Cu 1.8-2.2Nb
20.25.5L Cu 0.04 19-22 24-26 4-6 Cul-3
23.27.3 L CuNb 0.04 21-25 25-29 2.5-43 Cu2.5-3.5Nb
25.16 C Min 0.25/45 23-26 14.5-17 - Min 5-8
20.9 Nb 0.13 18-21 8-10 0.35-0.65 Nb
29.9.3 0.10 18.5-21 8-10 2-4 -

25.4 0.15 24-27 4-6 - -

299 0.15 28-32 8-12 - -

18.36 0.25 14-19 33-38 - -

17.12 Si 0.15 17-19 11-13 - Si3.8-4.8
24.14 Si 0.12 22-25 13-15 - Sil5-2.2

WABLIAG) YBIAN TN 7.22
o Afuaniaied uangingn

£
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A § o < 9 VY oA = o Aﬂ'
A1INN 7.23 ﬁ’)iﬂL%ﬂNﬁNWﬁﬂ‘ﬁmgﬂﬂﬂﬂiﬁHN NEVNIATZIU ISO NUNIATZIUDY

7"7;%/7 s International Standard ISO 3581:2016, 2016

13 410 13 13

13.1 Taiszy Tajszny Tajszny

134 Taisey Taszy 13.4

17 430 17 17

17.0.1 Taisey Taiszy Taszy

19.9 308 19.9 19.9
199L 308L 199L 19.9NC
19.9Nb 347 19.9Nb 19.9Nb
19.9LNb Taisey Taszy Taszy
19.1.2.2 316 Tajasy Tajszyy
19.1.22L 316L Tajszny Tajszny
19.1.2.2Nb 318 Tajasy Tajszyy
19.12.3 Taiszy 19.12.3 19.12.3
19.12.3L Tajszy 19.123L 19.12.3NC
19.12.3Nb Taiszy 19.12.3 Nb 19.12.3Nb
19.13.4 317 19.13.4 19.13.4
19.13 AL Tajszy 19.13.4L Tajszyy
19.13.4Nb Taisey 19.13.4Nb Taiazy
22.12 Tajszy Tajszyy 22.12
23.12 309 23.12 Taszy
23.12L Tajszy Tajszyy 23.12NC
23.12Nb 309 Cb 23.12Nb 23.12Nb
23.12W Tajszy 13.12 Tajszyy
23.12.2 209 Mo 23.12.2 Taiszy
16.8.2 16.8.2 Taiszy Tajazy
17.82 Taisey 17.8.2 Taszy

18.8 Min Taisey Taiszy 18.8 Min 6
18.153L Taiszny Tajszny 18.153NC
252 310 25.20 25.20
25.20Nb 310Cb 25.20Nb Taiszy
25.20.2 310Mo Taszy Taiszy
25.20C Taiszy 2520H Tajszyy
25.25.2Nb Taisey Taszy 25.25.2Nb
18.20.2 CuNb Tajszy Tajszyy 18.20.2 CuNb
20.25.5LCu Taisey Taszy Taiazy
23.27.3LCuNb Tajszy Tajszyy Tajszyy
25.1.6C Mn Taisey Taszy Taiazy
20.9Nb 349 Tajazy Tajasy
209.3 Taisey 209.3 Taszy

25.4 Tajsey Tajasy 25.4

29.9 312 Tajseny Tajszny
18.36 330 Tajszyy 18.36
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3) IS0 1071: 2015 Fadmumnaspiudmivaindenfudnilanzindnnae
(Welding Consumables —Covered Electrodes, Wires, Rods and Tubular Cored Electrodes for
Fusion Welding of Cast Iron) mummgmmm%aumﬂa (ISO) Lﬂumm%auﬁjww%% ‘ﬁ”j’]
frenmguneasdeaaimadeniiliidoulansminnas (Cast iron ) Idimuasiavielda

PDININIFIUDDNNINH

ISO 1071:2015EX X=X X X @0NH%azALavunIshie NANBNI8ANL
1SO 1071 nnefs ngumadanisndnddmsuiganlansmannas

2015 nneda ifnuanasgu 2015

E | XX | -

>4

X

X
1 et = nszwaliuazusaaulnidey
AN = MR TN
el = stiavesndndwenvinaiadon
nueha = ‘LﬁN’]iNﬁMTﬁﬁ:NﬁN‘ilﬂﬂLLﬂua’m (Core wire composition)

¢ et = Malianinand (Electrode)

nnadarimuanagiu IS0 yesmademiuvdnddmiunmadenTonsmannas 16
wandlfifufianumnessnialuudssimumisegnadaanu Sduudas muminsfidormuai
Wiy fawaaalusii 7.17 wasasldoduneiimdnluwizasanaminevessadall

— Fnamalansuaunsunuadn Tfazmansfamainaumdnsesununiaiion 1y
NiFe fAfaiflumadoniifidiunausasiinfafundnfinauiindslansmin

- shdnuailuuenfrfiavasanadndwenty wu @ G usiafivddeasweniy
giianTlWa Wiae B nanefeaswaniinudinans sy

— shimvneuiigane asitendaiumiaeinden 1y o 2 vaned dealdnar
snciuraaidonas vide 1o 3 Mideurnudeyuriasuasianuue Judy

~ fuavsgarne sliiwendrfinvesideuuassiiavenszualnidon iy tay 2
aansndaudienszuan sy DCEP v3a DCEN waznazady (AC) Faasfimaseylilusnasgu
warlasdn@guanfzsylifanulugiowunihmslinumadon ddasiodalugie
wusihmsliaaaian 1O 1071-A ECNiFe-CI Tuzilil 7.18 wazfagamassyswauasgu
madanfithandasusmiasisesanadion Tuzi 7.19

%’auusﬁwLﬁmamﬁm%u%’aﬁmumiﬁmmmaﬂé’nsﬁwanﬁu (Cover flux) famstinldau
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— §nuadava B (Basic) ilumadenianadndidusing Tneldamsfiangeaiarhs
(Fluorspar) AaznSuluindaneu ﬁﬁ‘fwmammim%awlﬁnﬂﬁu%au ASRaRNBLAI8EN
1hunas Tagegnansalfidewldiulnihnszuanss DCEP

— $n¥3613%d G (Graphite) tHualadaniarsndndiunalng Sdrunanvas

o I = [~ = = I ~Na o ' o o
ATUBLUALEZLYIAN (Ferroalloys) PnenTUTULNANALDEALAN 7 HAM NYHBNITNIIABDAN

]
v A

- dnwsdasid S (Salt) HumadanniarswdndiunaslsduazWgaslsd nlfiges
wannaariulansusnngumdnuazlanzaanen
£ £ £y < A P o Jd a = a'
- 2NBINITNE V umaipunasnandsianiaALay o

Symbol  Coating type Symbol Funherhden (Welding position)

B Basic 1 PA,PB,PC,PD,PE,PF,PG (All positions)
G Graphite 2 PA,PB,PC,PD,PE,PF (All positions, except vertical-down)
S Salt 3 PA,PB (Flat butt weld, flat fillet weld, horizontal-vertical weld)
Y Other 4 PA (Flat butt weld, flat fillet weld)
5 PA,PB,PG (Vertical-down and positions according to symbol 3)

]
NuFe-éis

Symbol ‘ THATDILNUNIALTEN (Type of core wire) Symbol DC AC
o + -

FeC-1 | lavzmanuisefini (Gray cast iron)
FeC-2 | lanzmanvisefinnanindnndn (Gray cast iron alloy steel) 1 + 50
Fe TavizmBnndn (Steel) 2 +or- | 50
NiFe | Taneiiniiansuiuman (Nickel alloy with ferrous) 3 + 50
Nicu-1 | Tanziinifiansuiiunasuas (Nickel alloy with copper) 4 +or- | 70
Nicu-2 | Tavigfinifiananiunaund (Nickel alloy with copper) 5 - 70
Ni TaviziniAa (Nickel) 6 + 70
CuAl Iﬁﬁ:ﬂammmﬁ}iﬁ’uaqﬂlﬂaﬂ (Copper alloy with aluminum) 7 +or- | 90
CuSn-1 Tawzwam,mqwauﬁ’uﬁun (Copper alloy with tin) 8 - 90
CuSn-2 Tawzwam,mqwauﬁ’uﬁun (Copper alloy with tin) 9 + 90

z Tavezdn g

4 LY Aﬂ‘ o o U
EIJTI 7.17 ﬂ’J’]N‘ViN’]EI‘HBQ‘J‘Viﬁﬁ’JﬂL"UE)SJTLIN‘V‘lﬁﬂ‘leimgﬂﬁﬁﬂﬂﬂﬂﬁﬁ'mﬁ’]ﬂﬁ (ISO)
71 : Guide to EN SO 1071 :2015, MMA Electrode, 2015
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PRODUCT INFORMATION

ENISO 1071-A  E C NiFe-Cl

SIFTRODE CAST NIFE AWS A5.15 E NiFe-Cl

DIMN 8573 E NiFe BG1

DESCRIPTION

Cast iron electrode with NiFe bimetal core wire. Dedicated for cold welding grey, nodular and malleable cast iron and for
Joining cast iron with steel. Excellent welding properties, does not overheat, the speed of welding is high, almost no
spatters, slag removes easily. Can be welded with AC Uo < 50V and DC (+) and (-).

WELDING POSITIONS

Welding Current: AC, DC+
Suitable positions: PA, PB, PC, PE, PF,PG

TYPICAL MECHANICAL PROPERTIES

TYPICAL WELD METAL COMPOSITION

Ni 54.0 % Uit Tensile Strength > 450 Nimm2
Fe 42.0% Redrying 180°/ 1h
Hardness 160-190 [HB]

MATERIAL TO BE WELDED

|Greg|I cast, malleable cast iron, nodular cast iron |

AVAILABLE FORMATS

ELECTRODE RODS (MMA | SMAW) CURRENT RANGE

Dia 1.0kg Pkt ngﬁé Dia (mm) Amps
2.5mm RE4002501 25 60-80
3.2mm RE4003201 32 a0-110
4.0mm RE4004001 4.0 110-150

17.18 Fauuzihanngudnvasmadaninvdndiinraamasgiuaina (ISO 1071)

=4

77 : Welding & Welder, 2014

\KEN-50 I ;7 7.19 sedasvidun
-

k K FOR CAST IRON STEEL

3.2(1/8")X350mm

ET_WT: 2kgs(4.4lbs
1 s ST
AWS AG.15 ENlF?qﬂ, 5 mggg:%ﬁ::

nasImIALaNNNENS

< J
CEWED T LHANKABNINIZIUEINR

LEN 1S0 1071 E C NiFe-Cl 1
I SEsmare e rerer ===~ (1SO 1071: 2015)

71 : KISWEL Welding

electrode, 2011

KFN-50
e

[ReT WT: Zgraans,

)

e ]

VI e Fokvoaanes
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madenfamdndininndanaumnasgiu 10 Andassnunlfnudmiumadeulans
wanudaiisuliinneiia Memnznsavaslansmdnnasidesmadeniilitaiia (e
yaansn) wasdetlyminnuiuiimanndsrmadensin egnlsinamnasguilding
nualszmasimaienannassendeiinassanilddeslavamannaatulanzag
¥9AAu 1 (Dissimilar cover electrode) wazllszinnildidonTanzmansfiaifeiu (Similar
cover electrode) Tnemaaaatszunnidiunannaaiifiansiu dauaasduaad 7.24 (n) waz ()
AMUMAY

< v = = o v o (% A < v v v a
A1TNN 7.24 (7) muwﬁumamumm%aunuﬂaﬂmmm Wonannaenulangaaadin

77;(/ 7. International Standard ISO 1071:2015, 2015

Fe-1 2.0 1.5 0.5-1.5 0.04 0.04 Rem. - - - 1.0
St 2.0 1.0 1.0 0.04  0.04 Rem. - 0.35 - 1.0
Fe-2 0.2 1.5 0.3-1.5 0.04  0.04 Rem. - - Nb+Vi 1.0
5.0-10.0
Ni—CI 2.0 4.0 2.5 - 0.03 8.0 min85 2.5 Al:1.0 1.0
1.0 075 25 - 0.03 4.0 min90 4.0 - 1.0
Ni-CI-A 2.0 4.0 2.5 - 0.03 8.0 min85 2.5 Al:1.0- 1.0
3.0
NiFe-1 2.0 4.0 2.5 0.03  0.03 Rem. 45-75 4.0 Al:1.0 1.0
NiFe-2 2.0 4.0 1.0-5.0 0.03  0.03 Rem. 45-60 2.5 Al:1.0 1.0
NiFe—CI 2.0 4.0 25 - 0.03 Rem. 45-60 2.5 Al:1.0 1.0
NiFeT3-CI 2.0 1.0 3.0-5.0 - 0.03 Rem. 45-60 2.5 Al:10 1.0
NiFe-CI-A 2.0 4.0 2.5 - 0.03 Rem. 35-45 25 Al:1.0- 1.0
3.0
NiFeMin—-CI = 2.0 1.0 10-14 - 0.03 Rem. 35-45 25 Al:1.0 1.0
0.50 1.0 10-14 - 0.03 Rem. 35-45 25 Al:1.0 1.0
NiCu 1.7 1.0 2.5 - 0.04 5.0 50-75 Rem. - 1.0
NiCu-A 0.35- 075 23 - 0.025 3.0-6.0 50-60 35— - 1.0
0.55 45
NiCu-B 0.35- 075 23 - 0.025 3.0-6.0 60-70 25— - 1.0
0.55 35

NIELR YDIANTNN 7.24 (7)
® 1 = afluansaied uangiga
® b= mnemgavesinianewnwiulavesd

o ¢ = mficmgareanaiuasiienasanivlanzy
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A 1 ~ § o o ° o 4 v A a o
A1TNN 7.24 (V) ﬁ’J‘uNﬁN“ﬂ’NLﬂNﬁ’JﬂL%BNﬂ;NWﬁﬂ"ﬁﬁ’miﬂ L%E]ngﬂﬂﬁ@‘ﬂumﬂﬁl’)ﬂu
7’7:':117 s International Standard ISO 1071:2015, 2015

FeC-1 3.0-3.6 2.0-35 038 05 0.1 Rem. — - Al:3.0 1.0
FeC-2 3.0-36 2.0-35 038 05 0.1 Rem. — - Al:3.0 1.0
FeC-3 25-50 2595 10 02 0.04 Rem. - - - 1.0
FeC-4 32-35 27-30 0.6- 0.5- 0.10 Rem. - - - 1.0
0.75 0.75
FeC-5 33-35 29-25 05— 0.2- 0.10 Rem. 12- - Mo:0.5 1.0
0.7 0.4 1.6 -0.45
FeC-GF 3.0-40 20-37 06 0.05 0015 Rem. 15 - Mg:0.02 1.0
-0.10
Ce:0.20
FeC-Gpl 3.2-40 3.2-38 0.1- 0.05 0.015 Rem. (050 - Mg:0.04 1.0
0.4 -0.10
Ce:0.20
FeC-Gp2 2.5-35 15-3.0 1.0 0.05 0.015 Rem. 25 1.0 Mg0.02 1.0
-0.10
Ce:0.20

VNBLe Y9I 7.24 (3)

4 — Afuanadnfen udfigaiiae

e b- miimgazesiinifafioarniulauead
o ¢ - mfimgauamesuasiionasimlansiiu

]
v a A l]c;&l:; '

Hudemadauannasvaneme laldeuustiinaianasufifundadenlumsiay

QU
v

weanlanzmanvasadnalsnezliiatlam TneiidoasUfifa
1) dpdfuazrinlazliauazdiunanapavaniasNozdon Wy tvanvaesumlienTown
urnaaniifeziianadeunlasgadsanumiiedll vie mdnuaedunuezdevlild
A < ' 4 . = I v " - ] A < =
a8 ¥ wiannasn Indnay (Nodular cast iron) Wanlaualunisidontios vie wannasd
imannsadenlaaninuanvassingy q dudu
2) AIMANNELAIARITUNUNADINTLTBY

a v

3) WieniBnIguinuneulipNetIgnIB Wi Tgamgiiganlns uazsunuualny

LU
[l [

4) {@pnuIunNsdiaunmasaNnUItnYeLraNYias (WY anvias Ni-Resist 9:13au
T@@mzauiumsidiny SMAW visamanuasdimannnsadenlannismsdoy udu

Q
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7.2. mmiﬁwummmm?}auﬂ’m%’umit’i}auﬁmuﬁ”ﬁﬂnﬂqu (Standards of filler electrode)
anaspumangudenil asmnefimadeuindnesninlfdmsvaumadeadidadd
wnswufsnnmevaniloudnunnaguiisnasuazansvasimaden Wuaadeuilifias
wanviula 1 Hhuilalansdududfunmsidusiadssundnmuiululiorss madenuldes
Tﬂaa’mL%Nﬂﬁja\lﬁ%ﬁﬁwﬁﬂﬁﬂmmuLﬁumﬂﬁ'guagi‘lué’amﬁaumﬂ (Filler wire ) wazafiaf
Wusuuduatnendudy q (Filler rods) 719 Lmﬂﬁugﬂﬁ 720 () wae (1) muaeulaesiiod
Hunvudnsazduamaiiuedifvanumadeniifisvumsilouduamadensgudaian
(Continuous wire feeding) ldus vuaun1sidonin/ufin (GMAW) auaumsdanldndnd
(SAW) uazrtaumaidendiaalnsauan (ESW) dnafiafifunununaiaduenandudu 1 o
naneanu e lifuruiunmadenfidvaindietiadenie (Filler) ldua vurumadoudin
(GTAW) 3umsidaamaain (PAW) uasatiumadenufiaesafiay (OAW) iiudu
madolsmanlifivdndfuviamadondesiihguluifdsuwasinadontianld
NuAURAINMAIBINNING wasuasznIgLfvsiifermuaiuandaiuly Geffesfiunsdind
wilauiiu afeiy wasfiiluundniasiunuudasnasgu Tasesldfinauelun sazden
Bluwdsznasguualuudasafinvadlanzatadeon fudufisensuiuluszdvana wandud
figaniangedaiusgauninas Tagawzlugaamnssumndoumelulszndalne fnag
819BINUNIAIPIUVDI AWS waz JIS 5958 EN ISO Judu uazaztiudayanansgiuaeiain
douTanemdnnianiueu idnndlSata minnde uas Tavsuangumnindszianagiidie

Hudan asnezldnaneellil

(n) MadaNuUULEUNIANIY (Filler wire) (2) MARDNLULLTIEN (Filler rod)

| ) ' ) = ° o w A A
3U1 7.20 megnsanuauzrsimadipudmsuuidlnagy (aanlisuldes)
77.'%/7 : KOBELCO Welding electrode, 2013
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1. mmﬁ'auuﬁﬁﬂnﬂqummﬁm AWS (American Welding Society)
amL%im\lﬁm%mmuﬂm%auﬁiﬁuﬁﬁmmmddmﬂuaﬂLéi"nmﬂﬂﬂqmmummg’mmm
anANMTaNuiansgawini lﬁﬁ%wil”aﬁ”mu@%yuLﬁmﬂummgm@mmwmmmuL%ammz
anuinlafiessiulumsgeamameniensumaden Tnefisianseldafimmual el
1.1) AWS A5.18/A5.18:2017 fiarvumnasgrudwiumaieuuianaguuaslons
wanndA1SUBY (Specification for Carbon Steel Electrodes and Rods for Gas Shielding Arc

Welding) ldamwuasianialAnresnasgiumadianannauaail

AWS A5.18/A5.18:2017 @I9NHILAZAILAVVDITHAYDINIATFIULENDDNANUTZLANYDS
aadenuuuiifuaiadoudusiu (Solid rod) funuufdutdudunan (Composite rod)
AMIINEYBILAAZSELANG T

AWS A5.18/A5.18 vanefis madiauuianaguimiuidenlonamannianivey

2017 vaneds Tifvuanasgu 2017

ER || X || S| -| XN || HZ < @misuaandon Solid rods

lwmﬂﬁa - Banalalaseuludloden
H16 = 16 ml/100g, H8 = 8 m1/100g

wned = [iunuaiesfnsciinaies
wined = dunaumaailanzandon
¢ nneda = aadodusiy (Solid rod)
¢ WINBNI = @hmnmﬁuu‘mﬁqﬁwqﬁ (ksi) x 1,000 = Uaus/mei
{ waneds = madenliih (B) vemadoudiv (R) ﬁ%@tﬂuﬁg\‘l?j (ER)

E|X| C| -| XYN || HZ | <— amwisuaiudew Composite rods

l wineds = Bnalalanouludisidon
H16 = 16 ml/100g, H8 = 8 m1/100g

e = lifunuesesfnsaliinaies
NN = Ltﬁﬁﬂﬂﬂqu (C=100%CO0,) (M=75-80Ar+CO,)

¢ MNER = dunaIMaAilavzalndon
¢ NN = MATaNEUAY NEaN(Composite rod)

6 nnedia = MANUALLRAINIEA (ksi) x 1,000 = Uaud/m51980
¢ vneda = madian Wi () vismadiondin (R) wisatilung (ER)
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vnnaspusiavseldafimmuaanumang uzuaameasdeadiuduluang
f9 7 fall 3197 7.25 () u,améf'mehmmmLLazdaumaumamﬁﬂmmm%mlﬁﬁﬂﬂﬂqu
FiaLduaIne (Solid rod) A31971 7.25 (9) LAAITIBENUTLANULAzEIUHENN9LATIIEIAIA
L?iauLtﬁaﬂnﬂqmjﬁmé{’uamwﬂu (Composite rod) Loz P131971 7.26 wananITANIINanZow
syrfiaufisnaguiliansay dwmdugi 7.21 deamsuaaaiufmaudneusuiniovivas
a’mL%aufawzmﬁﬂﬂﬁmﬁuauﬁizqmmg.m AWS pgndaunumation

A 1 = d‘ w 4 .
A31afl 7.25 (n) drunaanataiaadisuuianaguivanndaisusy (Solid rod)
1 : AWS A5, 18/A5.18:2017, 2017

ER70S-2 0.07 0.40- 0.9- 0.025 0.035 () (e (o (e) 0.50 0.05- 0.02- 0.05-
0.70 1.4 0.15 0.12 0.15

ER70S-3 0.06- 045- 09- 0.025 0.035 () (e) (e (e) 0.05 - - -
0.15 0.75 1.4

ER70S-4 0.07- 0.65- 1.0- 0.025 0.035 () (e) (e (e) 0.05 - - -
0.15 0.85 1.5

ER70S-5 0.07-  0.3- 0.9- 0025 0.035 () (&) (o) (e) 0.05 - - 0.5-
0.19 0.6 1.4 0.9

ER70S-6 0.06- 0.8- 1.4- 0025 0.035 () (e) (o) (e) 0.05 - - -
0.15 1.15 1.85

ER70S-7 0.07- 05- 1.5- 0025 0035 () (e (e (e 005 - - -
015 08 2.0

ER70S-G'  aadianysznniimualidmSuamadaniitasnimundiunaumaaimadonnassznitandnny
gldandton

VNELA 28I TNT 7.25 (7)

e a - fluanirifen Wuaiigdiga
o b= sumdeThedudnwal (V) Waudfnsaifiedes fsda P <0.012%, V<0.05% waz Cu<0.08%
o ¢ = Taviznaauassminadeuiaiadenlaiiv 0.05%

o d = madenraiummilaeaiv 2% Sadean C 8391 0.01% domsiiisusamild 0.05%

® ¢ = maNmdedu 1 3InluAY 0.05%

maveNuisnaguiteniGaniuinaadenfesdunfsndenldnunuun dwd

¥ A

fafvaimsnlidasminauanaan Wondie iiadaunnsasias Wawldnad wazinguadu
au 1 Bmmead wezdienyusadenlavzldnnaiia A nanazdenaadenldimanzanny
Tanznuniszgandanuaniusends Suweduuzuwimumadenliaiadouunalsziniiie

Wudredrsangualumsiasadsnlimadioniigndes laswauanaztinduuzald
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fanumnnnnnaspusiavialaefisyfuumedey Tududetudmiumadenain
\BaudmSunaidon MIG/MAG fail

a1aLdew ER70S-1 manzdmsuldideumannarasueus (Low carbon steel) wae
mdnndaueuLunme (Medium carbon steel) azlddfuuialnaguatia Ar+0, Balun
Foafianwazenn Lifiaiundedanyan

iy ER70S-2 wisnzdmiuldidoumaniinsneendiounda (Killed steel) 1w&ni
fonnTauiatun (Semi killed steel) uazmﬁnﬁﬁaan%muﬁaﬂuga (Rimmed steel) 1158
wanfisanlidssazanuniin eansadenuuuseleudaieas (Short Circuit Transfer) Témn
Ti’]L%}E]N (All position)

aIaLdan ER70S-3 thnzdmiulddenminluwundald (Root pass) wazanise
Fenmdniifeeniuidetufion luwuif 2 uas wufl 3 Taslinneaiadesdivin Taamnsa
douuuudieToudniees (Short Circuit Transfer) L6 AnLaew (All position) aaLdenTiiag
Fhifiieadenlfnuiunniige

maLdan ER70S-4 (Humadaufififunaueans Si uas Mn nangs uazmanziuy
malfufaaniveulaeenladifuuianagy dawndeniildasimniaiansafuunddldge
Toelimmnefumailudeslansaufidas¥uuseinssunn (Impact load)

aIaden ER70S-5 iumadanfimmeiumsidenndnndiifioandaunaus Tu
madensdadinsualidoniiqn uassainsadenuiiinuiifmauiouatinlg udliimans
fumadenaludnuasidesiuusuulaufin (Impact load)

maidian BR70S-6 (umaidauaiiafifiinawessnn Siwas Mn sanlufmnadig
amnsadeawnldfumdnndmaniia uasfinnufifeanled liansfivsihlddosTansmindid
sandlaudelug uaranansadenldiunszualwidontia 1

maLdioy ER708-7 umaidoafifidiunauueisig Mn gann mansfumadeaild
wiakeN Ar+CO, W30 100% CO, inifleniilfasfianuuduseiaanit snden ER70S-6 ud
§431 ER70S-3

maddlen ER70S-G ihswafiaadulfidusunuesimstmuamaidaumaianna
svinlifududnaindon

maday BR70S-1B umadaufiminzauiumadesTansifimaidasandau
ausnihluidewldfunaniden sndurimny wasansadenldnimadonuunuunien
(Single pass) WazuULUNABLLIFOUNY (Multi pass)

PNNITUUZANNANZANIBIANNEINIaYBImIaTaN sl F I Raadaunans

sHanNaNyANlnaLAeany avsaldnaununulatlunsgindanua iy waznasiadiudad
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dnsunisideannulanzauu1aszian aauu nMsvinanyinlawaztdanldalraond iy
FandludmiAdnIwaziadoy

P> ' = = o 1 .
A17e71 7.25 (9) drunaunaaiaindenuianaguinanndraiiusi (Composite rod)
74739\/7 CAWS A5.18/A5.18:2017, 2017

MadaNdmMIuNE@aNaIeLYl (Multiple pass welding)

E70C-3X 75-80% Ar+CO, %38 0.12 090 175 003 003 © @ @© (@ 050
%CO,

E70C-6X 75-80% Ar+CO,¥i  0.12 090 175 003 003 (© @ @© (@ 050
%CO,

E70C-G(X)  (d) Tajszydunaniadl’

madiandMSuNa@aNLUAL) (Single pass welding)

E70C-GS(X)  (d) lissydunaniaie

WNBLAG YBIN TN 7.25 ()

e a = fiuanariden Wuaiigdign

® b= dnKs “X” Aathe unusnps “C” vie “M” Taanefiasesuianqu C A 100%CO, waz M
fe ufiaeay 75-80%Ar findefiu CO, dmuaiaidon E70C-G uas E70C-GS wialaiidiu C v M
gorhe nneann ilduiaaguanmeusn Aduiaaguludiies)

o ¢ - ilfufminaguuanmilenniidmun ladesildeddunmmaaifuandseanly

e d - ufimnaguimannasiussningiouazgiam

o ¢ = limanudiadaamalfin Ni, Cr, Mo uae V anudalaitiu 0.05%

o f - dundzdaIneNy adasimIanasiusingBouasiom

o ¢ - madauriaillimmuadunaumanad nsdeimadenisiuife

AWS ER70S-6

(n) madeuuuuduaIniiy ER70S-6 (1) madanuuuiduainnss ER70S-6

A N T a o 4 (24 v
UM 7.21 detnandadiammiadiouuisnaguninndaiusu 1asgu AWS
71 : SHIJIAZHUANG SHIQIAO ELECTRIC WELDING MATERIAL, 2012
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P | wa w ° ) A w a < o '3
M1TNN 7.26 m\l’uG]"(]’NﬂﬁLLﬁZLLﬂﬁﬂﬂﬂi}i\lﬁ’mi‘u’d’mL?IﬂNLLﬂﬁﬂﬂﬂtjiJ‘ﬂuﬂL‘ﬁaﬂﬂ’d']ﬂ’]i’uﬂu
?7.;(/7 TAWS AS.18/A5.18:2017, 2017

ER70S-2 CO, 70,000 480 58,000 400 22
ER70S-3 CO, 70,000 480 58,000 400 22
ER70S—4 CO, 70,000 480 58,000 400 22
ER70S-5 O, 70,000 480 58,000 400 22
ER70S-6 CO, 70,000 480 58,000 400 22
ER70S-7 CO, 70,000 480 58,000 400 22
ER70S-G ) 70,000 480 58,000 400 22
ER70C-3X 75-80%Ar+CO, 70,000 480 58,000 400 22
e 100%CO,
ER70C-6X 75-80%Ar+CO, 70,000 480 58,000 400 22
138 100%CO,
ER70C-G(X)  (d) 70,000 480 58,000 400 22
ER70C-GS(X)  (d) 70,000 480 Tajszy  Tajszy  ladsey

VANBLAA 2DINTNA 7.26

® 4= fNws “X” Aethe unudnps “C” ¥in “M” Gamneti siinuesuiiaagqu C #o 100%CO, waz M
A uftanan 75-80%Ar fndeidiu CO, dwSumadon E70C-G waz E70C-GS wialaiidia C o M
anthe ey lulfufiaaguainmeuen (dufaaguludie)

® b = MANMALTINL 0.25% offset wazm3tinmvasdunadaulunuend 2 4 (51 W)

o ¢ - uffa o, mneds uimnaguensuaulaeanlad uastuauuia ArO, Wi Ar+CO,laldausd
anuudustuasiianuaunsalunsiindimag

w = o v ud 1929
od = Ltﬂﬁﬂﬂﬂ’q&mﬂ'ﬁ@lﬂﬁﬂﬂuizﬂ’)?ﬁQ?]E]LLﬁzE\lﬁlﬂ‘Vﬂ

1.2) AWS A5.9/A5.9:2017 Gi”mﬁmuﬂmmg’mf‘{’m%’umm%'amﬁ”aﬂﬂﬂqmmfam
wiannan l3aiiu (Specification for Wire Electrodes, Strip Electrodes, Wires and Rods for Arc
Welding of Stainless and Heat Resisting Steels) lﬁﬁmumﬁﬁﬁafﬁmmmmgmmm%au
ganNIRI

AWS A5.9/A5.9:2017 iasgiuesadaiionuiaUnaqudmfumadeslansauddu
wiannél5ainil armmmunresdnuarmadenmanng3aiy nalsanfidudumaiu
(Electrode wire) 8aLd1n 53 (Electrode rod) wHuuy (Electrode strip) ‘ﬁiaﬁ‘u AVYLIUNTT
Fon GMAW 3U3UM3tio GTAW 219umM3idan PAW waz 2uiumadan SAW Taefinis
fmuafmsnEsuazimLaTTavsaNAILRdamIedae Uil
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AWS A5.9/A5.9 v iy maienuialnagudmiudionlansmanndlSatiy
2017 nanes Tnmyueanasgiv 2017

ER | X || X || X

N9 = DI NENGINLAL

PNEDI = L — 1S suaum
nneia = H — J3naumiunugs
— B899 = LR — USauanuLauanangs

¢ PNNBD = EIUNFNNLANYDIAIALTDN

J[ naea = ER —aaLliau Electrode rod
N8 = EC —aaLliau Electrode composite
— N8 = EQ —a2a18aw Electrode strip

madandmiumadenlanamdnndlsafinlFudnseninlfnuivannmesnnane
Fafva Huaadeniumand (AWS A5.4) madiaududi (AWS A5.9) uasmadiawldwdnd
(AWS A5.22) Judu TasudasUssinnusssiadenfazneneundassnuiialiainnse
donlfnuiumadenminndlFatinldnnaisveslavendniidasmaidon Selunsdifiinnues
madanatuiuinsaveslansndnmannanl3aiin (@aden ER304 Wideumannd 156ty
130 AISI 304) Snwazuuyillidasfinsandenls uanuhaadewzadnesninlaiasiuiy
Tammﬁnné’ﬂ%ﬁﬁmnﬂﬂmﬂﬂﬁﬁ (@aden ER309 lidanmEnnél5atia tnsa AISI 201)
nediusuiihadeudesinsandenlfinavasmadealfimnzan snjuiiufdunaumaad
worlanaiuvendadeniildifiudfy Tasindnmadenatndeniidesldmnaniidogani
Tavznanfiazidon wiu madlenmannSalivesmnuuinesidenandoniildiunanyas Cr
waz Ni inanagluifnafiguzandaniiansgudssauanlulfnaddomadans
asnumsiiansaulan %ﬂumaﬂﬁﬁﬁﬁ]zﬁmﬁmim’léfmﬁmmumilﬁan (Welding process)
wazifadanndandae (Welding parameter) LWiﬂ:ﬁaﬂizLﬁu%ﬁﬁﬂ%waﬁia@mauﬁ’ﬁmaau,m
Baufiazld naaniEnmanawasaniaimasuanudumunsiansey

HufinnuiuiihnmadenlfmadeuminndSaineiiviosdiomelumsdadula
wazannsarmnelanafagamaveiladenldde Tefida Schaeffler diagram Haasvhuns
nndadunaumaaiinegluaaidon Muaaaiiavsimadounazdisaumaailuased
7.27 whanfudegumsuanineazsdsavasmiadeniivuniangudaudniudiaindaw

wanndnFatinlugn 7.22 wesdnwargluuvsssmadenddssmannalSatialugn 7.23
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IJ =Y 1 = 4 (24 =Y U v =Y
a1 7.27 sliauazdrunanainadiouuialnagualiamdnnd | Satinmnnsgiu AWS
i1 : AWS A5.9/A5.9:2017, 2017

ER209 0.05 20.5-24.0 95240 1530 4070 090 0.03 0.03 0.10-030  0.75
ER218 0.10 160-18.0 80-90 075 70-90 45 0.03 0.03 0.08-0.18 075
ER219 0.05 190-215 5570 075 8.0-1.0 10 0.03 0.03 0.10-030 075
ER240 0.05 170-19.0 40-60 075 105-135 10 0.03 0.03 0.10-030  0.75
ER307 0.14 195-22.0 80-107  05-15 33475 03065 003 0.03 - 0.75
ER308 0.08 195-22.0 9.0-110 075 1025 03-065 003 0.03 - 0.75
ER308H 0.08 19.5-22.0 9.0-110 050 1025 03-065 003 0.03 - 0.75
ER308L 0.03 195-22.0 9.0-110 075 1025 03-065 003 0.03 - 0.75
ER308Mo 008 180-21.0 9.0-110  20-30 1025 03-065 003 0.03 - 0.75
ER308Si 0.08 19.5-22.0 9.0-120 075 1025 065-1.00 003 0.03 - 0.75
ER308LSi 003 195-22.0 9.0-110 075 1025 065-1.00 003 0.03 - 0.75
ER309 0.12 230-25.0 9.0-110 075 1025 030-065 003 0.03 - 0.75
ER300L 0.03 230-25.0 120-140 075 1025 030-0.65 003 0.03 - 0.75
ER309Mo 012 230-25.0 120-140  2.0-3.0 1025 030-065 003 0.03 - 0.75
ER309LMo 003 230-25.0 120-140  2.0-3.0 1025 030-065 003 0.03 - 0.75
ER300Si 0.12 230-25.0 120-140 075 10-25  065-1.00 003 0.03 - 0.75
ER309LSi 003 230-25.0 120-140 075 1025 065-1.00 003 0.03 - 0.75
ER310 0.15 250-28.0 200-225 075 1025 065-100 003 0.03 - 0.75
ER312 0.15 280-320 80-105 075 1025 030-0.65 003 0.03 - 0.75
ER316 0.08 18.0-20.0 110-140  2.0-3.0 1025 030-0.65 003 0.03 - 0.75
ER316H 0.08 18.0-20.0 110-140  2.0-3.0 1025 030-065 003 0.03 - 0.75
ER316L 0.03 18.0-20.0 1L0-140 2030 1025 030-0.65 003 0.03 - 0.75
ER316Si 0.08 18.0-20.0 110-140  2.0-3.0 1025 065-1.00 003 0.03 - 0.75
ER316LSi 003 18.0-20.0 110-140  2.0-3.0 1025 065-100 003 0.03 - 0.75
ER317 0.08 18.5-20.5 130-150  3.0-4.0 1025 065-1.00 003 0.03 - 0.75
ER317L 0.03 185-205 130-150  3.0-4.0 1025 030-0.65 003 0.03 - 0.75
ER318 0.08 18.0-20.0 110-140  2.0-3.0 1025 030-065 003 0.03 - 0.75
ER320 0.07 190-21.0 320-360 2030 25 0.60 0.03 0.03 - 3.0-4.0
ER320LR 0025 190-21.0 320-360  20-30 1520 015 0015 0.03 - 3.0-4.0
ER321 0.08 185-205 9.0-105 075 1025 030-065 003 0.03 - 0.75
ER330 025 150-17.0 340-370 075 1025 030-0.65 003 0.03 - 0.75
ER347 0.08 190-215 9.0-110 075 1025 030-065 003 0.03 - 0.75
ER347Si 0.08 190-215 90-110 075 10-25  065-1.00 003 0.03 - 0.75
ER383 0025 265-285 300-330  32-42 1025 050 0.02 0.03 - 0.70-1.5
ER385 0025 1952215 240-250  42-62 1025 050 0.03 0.03 - 12-2.0

NNBLNAG YBINTNN 7.27
® o = ([JumInmuemauaNranIeInIALlaN dHumadUNINaNTINLEILNNAY 0.5%
® b = mfimwruaaAed e Wuagiga
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ST 3 09 L AWS A5.9 / ASME SFA5.9 ER309L
= JIS 23321 YS309L

EN ISO 14343-A-W 23 12L
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Applications

TIG welding of low carbon 22%Cr-12%Ni steel and a dissimilar metals.

Clad side of 18%Cr-8%Ni clad steel.

Characteristics on Usage

ST-309L is a filler rod for TIG welding with pure Ar gas.

As the weld metal contains ferrite, its crack resistibility is excellent.
Furthermore, resistance to corrosion and heat is extremely good.

Typical Chemical Composition of Wire (%)

C Si Mn Cr Ni
0.03 0.40 1.74 242 12.6

Typical Mechanical Properties of All-Weld Metal

TS EL CVN-Impact Value J(ft.Ibs)
MPa(lbs/in%) (%) 0°C (32°F)
600 (87,000) 38 150 (110)

Typical Welding Conditions (DC-)

msr;Z(?n) Cur;:ents ?Qas/;:gv;/ Shielding gas
1.2 (.045) ~ 2.0 (5/64) 50 ~ 100
1.6 (1/16) ~ 3.2 (1/8) 100 ~ 200 25 P
2.4 (3/32)~ 3.2 (1/8) 200 ~ 300

3.2 (1/8) 300 ~ 400

Approval

ABS, DNV, LR, NK, BV , CCS

MV19

A 23 ) a o § 24 v ¥ A
U 7.22 denandadamiaadiouuianaguuannd3aliy insgiu AWS 5.9

77 : HYUNDAI Welding Electrode, 2015

wannénlFatiannafiafidumamaniifiauifsmununisianseufesglasnien (Cr)

v " :i = v a Aﬂl 2 o L J ::i a A} 1
LOAEARDINEND gl,slulri&l’]m‘ﬂll']ﬂLWENWEﬂuﬂ”I‘Jﬁ‘JNWéNLWE]ﬂBQ NUNITINANIDUNISLNAYU TIUDI

NENTD9DY  HaNwinlUiieNazinT N lunsaSyan AN L ARU19152017 291U N1FHITAN

weanlifmalivzdesnaudussvisadiasinmauianugiuesvannd Fatunatu 9 137

o

QU

fndnteananasiidaunsiungidanliain@ionnmanzay dauaasluaand 7.28 Niludiaeng

° o A & A o v Ay 2 = & =u 2
AmuuzihnMsdenaadannmanzaunulanznannaesn ey “HQT@EIWH;@']Hﬂ']‘iLﬁE]ﬂﬁ’JﬂL‘}]BN

A = A < ¥ NN v = [ 1 ' < 1 Y a A d [~ % &
ﬁ]ZLﬂﬂﬂﬂ')ﬂL‘}]ﬂN‘ﬂLﬂumﬁﬂﬂ’dﬂ‘iﬁuhﬂ@wm&?ﬂu LYY ﬂ@NLﬁﬂﬂﬂﬂ"lIiﬁUN‘}]‘iﬂ 300 n@BILaaN

maTaNnguNIuEUIRE 3XX (Hudy dmemaramnziugiuduRaanIzmdouny
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(n) MadaNuuUELaIAn ER 316L (1) sdaidiauuuuiduainiiiu ER 316L

‘J e v a g 4 v U v =
j‘lJ'Yl 7.23 (5]’.1@EJ'NNﬁ@]ﬂm‘ﬁﬁ’)m%@mmﬁﬂﬂﬂ@ﬁ\lL‘Vigﬂﬂﬁ”lvliﬁu&l HNIZU AWS
77;1/ 7. Lincoln Electric Blue Max, 2018

A o o = k74 ﬂ' oW a U v a
A1l 7.28 Auuzinlumadenlisadenuianaguadiamannd Satiy

#1301 ThaiNox Stainless steel AIBLIAEIINYNTEYIUNTTONAAUAT, 2016

Austenitic stainless steel

304/304L 308/308L

308 308

309/309S 308

310/310S 310

316/316L 316/316L

321/347 321/347/308

Ferritic stainless steel

409/409L 430/409/409L/308L/309LSi
430 430/308L/309L

439 430/430Ti

Martensitic stainless steel

403 410/309
410 410/309
414 410/309
420 410/309

Duplex stainless steel

2205 2209
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1.3) AWS A5.15/A5.15:R2016 darmumnasgiudmivaiadouuialnaguuns
Tanzindnvas (Specification for Wire Electrodes and Rods for Cast Iron) lanmuasianse
Thnvaainasgumaidiaueanindail

AWS AS5.15/A5.15:R2016 maneils maudieuuiaUnaguamsuidonlonsmanvde
R2016 e Tidmuauunpanasg 2016

ER | Ni | - | A

l NN = (NaNYiae
AN = DIAREANIAN
PNEDa = aadinnlniuazaindiauAn

AMALTBNLEUAY (Rod) dnsulfilianlanzwannaafisnuiunudnoanylsininuiia
wzlagtnfudrnanuasiluduniisurimades aeilidmivnudesudeuusndudifey
Tagfimsudneanuninafiiluwuuiduainnsg (Filler rod) Ndnumsdiauinviadaunanan
waztduuuusiu (Filler wire) Ndnumsdiaaiin/uiin awuaaadumpeevesaindiay ERNi-

& ~ ' ~ ~ A a & o v o PN
Clypansdasuuulug 7.24 dunaumaaiizisgfnfadudinannan diuansaiinun
MadaNANTADLATEIUNENNLATTUM N 7.29 wazdpuuzihveagudnlugii 7.25

A a M = d‘ (24 a '
AN 7.29 ?I‘LlﬂLLﬁSﬁ’JUNﬁNLﬂNﬁ'Z]ﬂL‘)]ﬂNLLﬂﬁﬂﬂﬂQN‘lmﬂmﬁﬂﬁﬂﬂ N1AIZ1U AWS AS5.15
1 : AWS A5, 15/A5, 15, 2016

ERNi-CI 1.0 0.75 25 - 0.03 90min 4.0 4.0 - 1.0

ERNiFeMn-CI 0.5 1.0 10-14 - 0.03 35-45 Rem 2.5 1.0 1.0

VANBLMA UDIANTIA 7.29

o 2= mAnsinaluLnumauaziiodon dmiumedu 1 ssuegluzeasy (Total)
o b - ffluandndsnTudgige

o ¢ = “Rem” v Unaufiindesuasy 100%

e d = mginiianuiunglavead

®c = m@;mummuﬁ’um@ﬁu

=} o d' < ' 3
madenldmadianmanuan luldau

ERNi—CI (intfia) Husiadiauifdiunananisiginiiagedis 99% Lifisnnan
au

aanGay Mldnumalienmdnndannaiia s dienildssnannauiuiodeimilaany

TavisNidan AL ULTDNTIENNITOMNIANLAIMIELATDIINT LA
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ERNiFeMn-CI (intia-tnan—wnanild) uaiadasnwmanenunisidiaywannasn
fanuudiung nmdnuaennvdnan wwadenliamnsaimsanuiimeesesingled

S AV
TN 3
LA

,_\\

(n) MATENLULLEUAINATE ERNI-CI  (¥) ddaonuuutduadiniiy Nife 55
i 1 ' a o = 1% '
71 7.24 peandadanamadanuislnaguinanias Masgiu AWS
701 : Welding Materials Sales, 2019

GMAW and GTAW For Cast Iron

MC-Ni100M (MIG)
MC-Ni100R (TIG

WELDING POSITIONS : ’E ‘ E D I E‘;

DESCRIPTION AND APPLICATIONS
High strength Fe-Ni Alloy for welding of cast iron and for joining cast iron to steel. Also
suitable for welding ductile iron of which strength is required.

NOTES ON USAGE

1) For GTAW process, use DC-EN, Pure Argon.

2) For GMAW process, Spray Transfer or Short Circuit Transfer mode can be used.
3) Pure Argon, 98% Argon +2% O and 80% Argon + 20% Oo.

WIRE ANALYSIS (Wt%)
C Si Mn P Cu Ni Fe Special Element
0.01 0.46 0.4 0.010 Max 0.2 99.2 0.2 Max 0.5

TYPICAL ALL WELD METAL MECHANICAL PROPERTIES -
YIELD STRESS TENSILE STRENGTH ELONGATION CVN IMPACT VALUES

- 600 N/mm?2 38% -
* in “as welded” condition.
PRODUCT NAME SIZE (mm) PACKAGING (Kg)
MC-Ni100M (MIG) 1.2 125
MC-Ni100R (TIG) 1.6/2.4 5

A e v v o a ol ﬂ‘ (24 1
31N 7.25 etadayauusnhudaiuaiadenuialnagulavzinanvas
71 : HYUNDAI Welding Electrode, 2015
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1.4) AWS A5.10/A5.10M:2017 #afvumnasgudmivatadouuialnaguuns
Tﬁ‘ﬁzagﬁ WieNuazagNtieunay (Welding Consumables—Wire Electrodes, Wires and Rods
for Welding of Aluminum and Aluminum Alloy—Classification) fiduaadendnilidmsy
yuumaideadinuin auiumadeniin uassnumadeamaain Tddmuamiavialdavas
nAIUMALTaNDDNINAl
AWS A5.10/A5.10 vanedi madenuianaguamiudesTansagfiieuuazagiidiounay

R2017 mangfia Timmualsinlganasgin 2017

ER | XXXX

| NNBHI = AFNNINELAINUEAINIEIUNENYD
519 Al vie afinves Al Taefinueway 1-8
Aanuandlumag

E = Electrode Mfiualiadauuuutdualinmiu @mvsunmsiiauin/uin

R =Rod ldfumeatiauuuinduainns srnsunisaiauiin

ER = lffunimadianinnanduazaindanuuuiy

1xxx agfidianidgnslaitiasndt 99%
2XXX NDILAY

3XXX wnanild

4xXX FRREY

5XXX unniiden

6XXX unnfi@enuasianau

TXXX daned

8xxx ﬁmﬁu 0

madeslanzegfifeniiduriaaiadn Snslfaudusniiansalfidesldns
Tanzagfifiontdgn? uozagiiisunaw fuanisimaudnaadausaninlinniuriiaues
agfifiealanendn dauaasluamai 7.30 Tehidasgeennlumsinsandentd dlaemdnns
denmadenfsidensiiafiihunsadieniu snhlfdunaumaaiizesmaidonuanilodon
fléfuilaidenduldd wu agfifisana 1100 mansndanldaiadenldng BR1100 was
R1100 (g aenalsfian dadenfismmnsadenmadanfimmnsaniulansogRidenly
dnvaznufideanmsautfesucedld wasidifidarhalunndenlfaadenuansadiu
Tavzagiiilsutnania wu liadslimaden ER4043 fusuegiidisadideniluyuelulad

zsgTdnauszlidusnanduww@endinndnaduuuireI ety
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A a . = 4 W a A a A
a1 7.30 liauazdrunauaiaiadiouuialnagulanzegiiiievuazogiliamdy
i1 : AWS A5, 10/A5.10. 2017

ER1100 c c 0.05-0.2 0.05 - - 0.1 - 0.5 0.15 99mim®

R1100 c c 0.05-0.2 0.05 - - 0.1 - 0.5 0.15 99min®

ER1188" 0.06 0.06 0.005 0.01 0.01 - 0.03 0.1 0.01 - 99.9min

R1188¢ 0.06 0.06 0.005 0.01 0.01 - 0.03 0.1 0.01 - 99.9min®

ER2319' 0.02 0.3 5.8-6.8 0.2-0.4 0.02 - 0.10 0.1-02 05 0.15 Rema.

R2319° 0.02 0.3 5.8-6.8 0.2-0.4 0.02 - 0.10 0.1-02 05 0.15 Rema.

ER4009 45-55 0.02 1.0-1.5 0.1 045-0.6 - 0.10 0.2 0.5 0.15 Rema.

R4009 45-55 0.02 1.0-1.5 0.1 0.45-0.6 - 0.10 0.2 0.5 0.15 Rema.

ER4010 6.5-7.5 0.02 0.02 0.1 0.3-0.45 - 0.10 0.2 0.5 0.15 Rema.

R4010 6.5-7.5 0.02 0.02 0.1 0.3-0.45 - 0.10 0.2 0.5 0.15 Rema.

R4011 6.5-7.5 0.02 1.02 0.1 0.45-0.7 - 0.10 04-02 05 0.15 Rema.

ER4043 4.5-6.0 0.8 0.3 0.05 0.05 - 0.10 0.2 0.5 0.15 Rema.

R4043 45-6.0 0.8 0.3 0.05 0.05 - 0.10 0.2 0.5 0.15 Rema.

ER4047 1.0-13.0 0.8 0.3 0.15 0.1 - 0.20 - 0.5 0.15 Rema.

R4047 1.0-13.0 08 0.3 0.15 0.1 - 0.20 - 0.5 0.15 Rema.

ER4145 9.3-10.7 0.8 3.3-4.7 0.15 0.15 0.15 0.20 - 0.5 0.15 Rema.

R4145 9.3-10.7 0.8 3.3-4.7 0.15 0.15 0.15 0.20 - 0.5 0.15 Rema.

ER4643 3.6-4.6 0.8 0.1 0.05 0.1-0.3 - 0.10 0.15 0.5 0.15 Rema.

R4643 3.6-4.6 0.8 0.1 0.05 0.1-0.3 - 0.10 0.15 0.5 0.15 Rema.

ER5183 0.4 0.4 0.1 0.5-1.0 43-52 0057025 0.25 0.15 0.5 0.15 Rema.

R5183 0.4 0.4 0.1 0.5-1.0 43-52 0.05-0.25 0.25 0.06- 0.5 0.15 Rema.
02

ER5356 0.25 0.4 0.1 0.05-0.2 45-5.5 0.05-0.2 0.10 0.06- 0.5 0.15 Rema.
0.2

R5356 0.25 0.4 0.1 0.05-02  4.5-5.5 0.05-02  0.10 005~ 0.5 0.15 Rema.
02

ER5554 0.25 0.4 0.1 0.5-1.0 2.4-3.0 0.05-02 025 005~ 0.5 0.15 Rema.
02

R5554 0.25 0.4 0.1 0.5-1.0 2.4-3.0 0.05-02 025 005~ 0.5 0.15 Rema.
02

ERS5556 0.25 0.4 0.1 0.5-1.0 47-55 0.05-02 025 005~ 0.5 0.15 Rema.
0.2

R5556 0.25 0.4 0.1 0.5-1.0 47-55 0.05-02 025 005~ 0.5 0.15 Rema.
0.2

ER5654 i h 0.05 0.01 3.1-3.9 0.15-0.35 0.2 005~ 0.5 0.15 Rema.
0.15

R5654 i h 0.05 0.01 3.1-3.9 0.15-0.35 0.2 0.05- 0.5 0.15 Rema.
0.15

VANBLYA 7DINT1A 7.30

o a = Tavenamdnfifmuamuanas dausandu 1 azlifuinfidmualiauma
o b = miiuanidenumgega snduuennnimuaiuensdu

o ¢ =1Bnaddnaununumemandaalaiiiv 0.95%

e d = MAuiFadeNdplainu.0008%

o e - Thumnuegiifisuwaudmiuaadavegiiioulina

o f =1uHENNANGIgR 0.05% unaLdeNNaNgagn 0.03%

o ¢ =LULABNRANDEININ 0.05-0.15% uazapiladiannansg 0.1-0.25%

e h =Tanaunniumanlauniv 0.45%

o i =fynwanlaitiv0.05%
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anwazrasmadenlanzegiidisvuazagiilisvnanaiianiduduvsounsauaz e

]
vy @

winlAaudasagNiumevesdumadawanslugin 7.26 (n) duglianidudmieeszylingsdiu

maTaNaLaalugn 7.26 ()

(n) MATNLULEUMAAT R4043 (1) madanuuutduainiiu ER4043

a o ' a o Y w A = a =
31N 7.26 Menndanamiaiadenuia)nagulonzogiilionuazagRifionwan
771 : WELDMAXX Welding Electrode, 2018

2. amlﬁauuﬁﬁﬂnﬂaummﬁm JIS (Japanese Industrial Standards)

madeudmivruumaideadlfufannunsimeusndnndnaguviefifeuEaniui
madeudosdamneluidnddy aamnasgugaamnsames)smadiu (J1S) léahs
Farmuatudaiduinaguaunmeesnuideuwasanudnlafinsiulumadomamani
Fmnnssumaden Taefiviadeldafirnualidd

2.1) IS Z 3312:2018 #aimunnasgriumadenuiialnaguaslansmannianien
(ndnndazy) mdnndamaniusguesminnddmivaugamgiion Alddmiusoums
L%Emflﬂ/ uiin (Solid wires for MAG and MIG welding of mild steel,high strength steel and low

temperature service steel) ldmwuasiansalAnnsNaIgIUaINdaNRaNAl

Y | GW | XX

l nnefa = ngunnemsiudataiioveuialnagn alinvedlons
Nufidion wazdiunanmMaaivasninden laeinaneedh wans

Tuanafi 7.31

¢ vianata = SnSuNSaNNN/LEN

¢ e = (Humeadiaanld i
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forimuamuanasgiu IS Aldahaiasesinauasiidnymiinsyfiimussaia
donusiazaiia Talanuminemaiuanaliinedu Tasgadiauieeslfeyfuinueauialn
agu riiavasTanzuiiden duanalumsai 731 wazrdunaumaniivesmadensuandly
3197 7.32 Fanaspuesdmualfifluiugiuessmadensiinvesmadanlimansauiy
Tavenuiiezidon AirndaimsfenlfufaUnaguiigndas udluinansdienniideulasesmaien
fidosmasnidfiasniagrsaiaidon fihadeuiaimnsnudeniaunsalifaimun
younaspuilifuuamadunsinsanidenlfasadenld viensdueuisinaguiiaune
shadaanasnnguanlindauianaquatiafimsiiul dmudasms

nnfaimuamuanespumadeuitniiunssaduamssumaidon MIG/MAG iy
frneduiumadeuwuniduaiadiu (Filler wire) fauaaaiusoaeluzil 7.27 uasdudaf
fiifauusinfanesndendiuig 1 vesindon 1wy mafieusiantelinveamnsg e 1
daunaumaail auliiniana nazualiidon udufsnagy fsnadumadenaiiafild

WDNMBNNEIATUBY (Az3U) ANNLALLTIAT 490 N/mm’ adatdon YGW 1 1uaaalugii 7.28

A a k24 Y (24 9
A15197 7.31 sliaaauazmsidauesiaindioy LLﬂﬁﬂﬂﬂq&lTﬁ‘ﬁzmaﬂﬂﬂ”lﬂ']%ﬂﬁlul,mz

WMaNNEANNLTILIIGE dnSulandn/uiin enaanasgu JIS Z 3312
7w - JIS Z 3312:2018, 2018

YGWI1 L
WaNNAASUBULAE
YGW12 ¢ 1 1 ¢ & = o
ATUBULaRN LN (CO,) MANNEANNULIILFIG T
YGW13 3
320U 490 N/mm’
YGW14
YGW15 widnEND1NDY 80% Waz 3 ,
P p WBNNAANNLTILTIEa N
YGW16 asuaulaeanlad 20% v
LA :
YGW17 (80Ar+20CO,) L 590 N/mm
YGW21 . . manndnANuusag 1
asuaulasanlad (CO,) . )
YGW22 320U 490 N/mm
YGW23 wAFNENDISNDY 80% wae Lo . .
. . wanNAIANNUTILTIE N
YGW24 asuaulaeanlad 20% 5 k
52AU 590 N/mm”
(80Ar+20CO,)

NNBLAG YDIANTNTN 7.31
® o= nydinimadenliufanaguuenlnniezmneiimsanasiuresliuazgude
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70-26

For mild steel and 490MPa tensil strength steel

Classifications

ENISO 14341-A:2008 :G462C GO AWS A5.18-05 : ER70S-G
:G 462 M GO (LSDIRE S YGWLL.

ENISO 14341-B:2008  :G49A2CGN 1JISZ 3312 :YGW11:
:G49A2MG1T TTTTTTTTEEEETTE

Description

» For butt and fillet welding of ship-building, bridges, structural steel, steel buildings, machineries and

vehicles

+ Excellent defect resistant on high heat input
» Possible to acheive higher productivity due to low spatter and deep penetration
» Beautiful weld apperance on flat or horizontal welding position

Typical chemical composition of wire (%)
c Si Mn P S Ti
0.06 0.80 1.53 0014 0.010 0.18

Typical mechanical properties of all-weld metal

Y.S TS El IV )
(MPa} (MPa) (%) 20T Remarks
AWS A5.18 min. 400 min. 480 min. 22
ENISO 143¢1-B  min. 390 490-670 min. 18 >27 02
490 570 30 110 €02
Exditaple 520 590 3 120 Mix
Operating data Polarity and Shielding gas
Dia.(mm} 1.2 1.4 « DCEP (DC+}
: Flat (PA/1G) 100~ 350 140 ~ 400 » C02: 100% COz
(x;:e“‘ Vertical (PF/3G)  70~200 100 ~ 250 Mix : Ar+20% CO2 (15~250 /min.}
P! Overhead PE/4G) 70~200 100 ~ 250
Approvals
Shieklinggas  ABS BV DNV GL LR KR NK
Oz 3YSA SA3YM IYms 3YS 3YSH15 RSW53G  KSW53G
« Others : KS, JIS
KISWEL

A 24 o 4 (54 U a
71N 7.28 douuzihmadiouuialnagulansmdnndiansueu JIS Z 3312 9ila YGWI11
71 : KISWEL Welding Electrode, 2013
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P ' = A w = o P
M19MN 7.32 FIUNENNN LﬂN?JﬂQﬁ’JﬂLa}jﬂllLLﬂﬁl]ﬂﬂQNTﬂﬂgLﬁﬁﬂﬂﬁqﬂ']iUQULLﬂz

manndanuudansgs dmsudenin/ulin muanasgiu JIS Z 3312
7 - JIS Z 3312:2018, 2018

YGWII 015 055 14— 003 003 05 - - - 01 03
L1019

YGWI2 015 055~ 125 003 003 05 - - - - -
110 -1.9

YGWI3 015 055 13- 003 003 05 - - - 01 03
L1019

YGWI4 015 - - 003 003 05 - - - - -

YGWIS 015 040- 1.0- 003 003 05 - - - 01 03
100 16

YGWI6 015 040- 08— 003 003 05 - - - - -
100 16

YGWI7 015 - - 003 003 05 - - - -

YGW21 015 05~ 13- 0025 0025 05 - - 06 01 03
11 2.6

YGW22 015 - - 0025 0025 05 - - - - -

YGW23 015 03~ 09~ 0025 0025 05 18 07 06 - 03
1.0 2.3

YGW24 015 - - 0025 0025 05 - - - - -

NANBLG YBIANTIN 7.32
> 2 [ ' X
® 2 = TaneznasumfiadioumiadionsznneglutSinadiunaniifo

A a g § v % a
7N 7.27 wdadammadiouuialnagulanzmannianiueu JIS Z 3312 3fia YGW11
77 : KISWEL Welding Electrode, 2013
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2.2) JIS Z 3316:2017 darmuaniasgpiudmsuaiadisvuialnagnaslons
mannmAsuau (wanninazyy) ranndaNuuiusgs waziannddmuiuaugamgiie 0
TfdmSuruaunisi@iaauiin (Solid wires and rods for TIG welding of mild steel, high strength

steel and low temperature service steel) l@ivunaiaviselAnsesnasgiuaiadionasnanaadl

Y | GT | XX

1 neda = ngunnemiudataiiaveslonsauiiden uozdiumay
maaivesantion Ineiivaneasasnuaaslumnedneasi
nei = dmiuns@aniin (TIG)

=2 < 2 Aoy a
¢ naneda = Huaadiauwuunlda

MnAIgIUMIALTEN JIS Z 3316 thilufeimuaniavieldailfszyfaaiion uundy
fuviEounas (Filler rod) filddmivaniumsiiion GTAW wis naidew TIG lasmwnuaga
sarhenfudidfeiaseimadenfivinzaniulansandidaimadon fuaaslilumng
17.33 uagdunaaumaafizasmadanudasaia fawanslfluaad 7.34 Tasguinasasy
misvidaldaliilmevesdumdiuansesisdnsazgluurnaduaialugi 7.20 wiuiy

fimnuuziiensiasandenlidimegaiadion alia YGT 50 Tugin 7.30

P a [ = o4 [ v J
M1INN 7.33 Piauazmsldnuresmaidion LLﬂﬁ‘LJﬂﬂf}N‘[ﬁVi&’mﬂﬂﬂﬂ”lﬂ'ﬁ‘Uﬂu

wazANNEANNLIIUNIG dmSudaniin muwasgIu JIS Z 3316
7w - JIS Z 3316:2017, 2017

YGT 50
YGT 60
YGT 62 winzdmsumailienlanzmdnniaiueu (wanndazyy)

YGT 70 waMANNEIANNUTILIIG

YGT 80

YGTM

YGT ML

YGT1CM

YGT 1 CML wanzdmsumadenTansmannduaudtiu wuasmndnn

YGT 2 CM Tasuilen-Tuaaty

YGT 2 CML
YGT 3CM
YGT 5CM
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P ' = § 9 [ o 3
ATTNN 7.34 ’ﬁ’JuNﬁll"ﬂ'l\‘lLﬂN‘}JENﬁ’mL%’PJNLLﬂﬁﬂﬂﬂQNTﬂWzLﬂﬂﬂﬂﬁ?ﬂ’ﬁUE}uLLﬁz

MANNEANNUTILTIGIEMTUENTN MuMAIZIY JIS Z 3316
71 - JIS Z 3316:2017, 2017

YGT 50 0.15 10 19 003 003 05 - - - 0.15 027
YGT 60 0.15 10 20 0025 0025 05 18 07 065 = 02
YGT 62 0.15 10 225 0025 0025 05 18 07 065 = 02
YGT 70 0.15 08 225 0025 0025 05 26 06 065 -

YGT 80 0.15 08 225 0025 0025 05 38 06 09 -

YGTM 005-0.15 08 20 0025 0025 04 - - 04-065 -

YGT ML 005-0.15 08 1.6 0025 0025 04 - - 04-065 -
YGTICM  005-0.15 08 16 0025 0025 04 -  1-15 04-0.65 -
YGTICML  0.05 08 1.6 0025 0025 04 - 1-15 04-065 -
YGT2CM  005-0.15 08 1.6 0025 0025 04 - 227 09-12 -
YGT2CML  0.05 08 16 0025 0025 04 - 227 09-12 -
YGT3CM  0.15 08 16 0025 0025 04 - 27- 09-12 -

3.5
YGT5CM  0.15 08 1.6 0025 0025 04 - 46 045065 -

NNNBLVA YBIANTIN 7.34
o 2 = Tavznasumsfitadeumadanasuegluliinadiunaniisg

A v o ﬁl (-4 1% a
jﬂ'ﬂ 7.29 ?Jau,uzmmm?]auLmaﬂﬂﬂqﬂammﬁnnmm%‘uau JIS Z 3316 9un YGTS0
77;(/ 7: KISWEL Welding Electrode, 2013
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.50

For mild steels and 490MPa tensile strength steel

Classifications

EN 636-A:2008 : W 463 W3Si1 KSD7140 _ _LYGTS0,
EN 636-8:2008 W 49A3 UWS 1573316~~~ YGTS0 |
AWS AS.18-05 (ER70S6 = CTmTmTmsmmmsesss
Description

+ For mild steel and 490MPa tensile strength steel welding of structural steels, machineries and vehicles.
+ Excellent mechanical and toughness properties in low temperature conditions.

+ It is generally used in root pass welding of pipes in all positions.

+ Propertungsten electrode extension from the tip of torch is 4~6mm in general.

Typical chemical composition of rod (%)
c Si Mn P S
0.07 0.82 152 0.012 0015

Typical mechanical properties of all-weld-metal

Y.S TS El. IV (J)
(MPa) (MPa) (%) 30T Remarks
AWS A5.18 min. 400 min. 460 min. 22 227 Ar
EN 636-A min. 460 530~680 min. 20 > 47 Ar
Example 490 580 30 130 Ar
Operating data Polarity and Shielding gas
Dia.(mm} 2.4-32 « DCEN (DC-}
Current (Amp.) 200 ~ 300 » Ar: 100%Ar (15~25¢/min)
Approvals
Shielding gas ABS LR KR
Ar 2YSA 1 YMH15 RSW54G

KISWEL

4 v ° § 24 % a
311 7.30 douuzihmadionuiaUnagulanzmdnndaniveu JIS Z 3316 18 YGTS50
77&/7 : KISWEL Welding Electrode, 2013
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2.3) JIS Z 3321:2013 damwuamaspiudmsuaiadanuialnagurisaainidey
waesveslavzimannél5afin (Stainless steel rods, wires and strip electrodes for welding) 1
M\ Huara@eandudmsvsuiunisidauin (GTAW) msidiauiin (GMAW) wazn15ioy

[

wandw (PAW) ldnmuasigrisalanuasanasgiumaliouaananaail

Y | XXX | XX

l MBI = DIYNANGINTOTANANNLAN
NNLDA = MILAYLEAIDILNTAVITREIUREN ML ANBUNENNAN [FaTiy

PN = Wuaia@anifeeuuuRou LaztUULNIRY (Wire and Rod)

naspumadendesvadlanzndnndlaiumunasgiu J1s 3321 léfidadmua
Wannsaldldiuamadennawuuafiafiiduduundiy (Rod) iduaiadiusi (Wire) uazui
wiuady dauanslugil 7.3 1%wanaduiesumadenTansminnd Fatuafinniavizelia
Y 308 Tnafidnnarsaiianfoniuuanidiunauniuaivasaiadonlunisad 7.35 Hufi
funaiuaIgIu JIS Imamvuamiased (Colour) vumadeon Wy Y 312 fnuaiudiden

Hudu NFuanasaninasgiudu 1 wasdau 1 mualissssmadouaiuaaslunse 7.35

HYPERMIG.

SUPERIOR WELDING WIRE

A e . ﬂ' 24 v v = a
71N 7.31 denimadiouufialnagulavemdnnal5afia JIS Z 3321 #fia Y 308
701 : UNIMIG Welding Supplies, 2012
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] a ' = A v < Y Yy a
AN 7.35 ‘lluﬂttﬁzﬁ’)uwﬁuﬂ'lﬂLﬂN‘IIBQﬁ’JﬂL?IE]EJLLﬂﬁﬂﬂﬂ@ufﬁ‘ﬁsmﬁﬂﬂﬁﬂiﬁuﬂ
MMUNINTZIU JIS Z 3321:2013 7 : JIS Z 3321:2013, 2013

Y 308" 008 065 1-25 003 003 9-11 19.5-22 - - G0N
Y 308L° 003 065 1-25 003 003 9-11 19.5-22 - - Ue
Y 309° 012 065 1-25 0.03 003 12-14  23-25 - - Tl
Y 309L 003 065 1-25 003 003 12-14 23-25 - - \Giensau
Y309Mo 012 065 1-25 003 003 12-14  23-25 2-3 - [y
Y 310 015 065 1-25 0.03 003  20- 25-28 - - no9
22.5
Y 310S 008 065 1-25 003 003  20- 25-28 - - TN
22.5

Y 312 015 065 1-25 003 003 8105 28-32 - - 3]
Y 16-8-2 0.1 065 1-25 003 003 75-95 145-165 1-2 - am
Y 316° 008 065 1-25 0.03 003 11-14 18.-20 2-3 - am
Y 316L° 008 065 1-25 0.03 003 11-14 18-20 2-3 - \Gen
Y316JIL 008 065 1-25 003 003 11-14 18-20 2-3 Cul-25 wm
Y 317 008 065 1-25 003 003 13-15 18-20.5 3-4 - Thenaudi
Y 317L 003 065 1-25 003 003  13-15 18-20.5 3-4 - Thenaudi
Y 321 008 065 1-25 003 003 9-10.5 18-20.5 - TioxCto  (3&I8au

1.0
Y 347° 008 065 1-25 003 003 9-11 19-21.5 - Nb10xC iy

to 1.0
Y 347L 003 065 1-25 003 003 9-11 19-21.5 - Nb10xC Wiy

to 1.0
Y 410 012 05 0.6 003 003 0.6 11.5-13.5 075 - U
Y 430 0.1 0.5 0.6 003 003 0.6 13.5-17 - - Thenagau

MBI YBIN NN 7.35
® o= AfuananLied uafigige
® b = maeaniawalfdunagddneugld Tasdansunanldged 0.65-1.00%

dnSuaadenuuuusived (Strip electrode) szraneaninldiulinnsiadiamn
Fuaadenildtuauiunsdenldndnd (SAW) surumadevdianlnsduan (ESW) uaz
guumsieuulansa (Hybrid) %ammzﬁ’mmmumlmgjﬁmﬂmﬁaL%au azlsiaaslany
Wunslfmndenwuuwiuafufunuden 1 1 Tagasiinassanumdnnd13adia (Strip

electrode stainless steel) Ll maﬂﬁmﬁuﬁmﬁaqa (Strip electrode nickel base alloys)
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2.4) JIS Z 3232:2019 Hafmuamnasgiudmiumaidenufisinaguvieaindon
SIER) B%BQI&M:B@ﬁLﬁHNLLmﬂQﬁLﬁﬁmwﬁw (Aluminium and aluminium alloy welding rods and
wires) AldHumadendvdmiusiumsidenin (GTAW) madauiin (GMAW) uazng
douwanann (PAW) Fasas¥unauiumadendisismudenuazaiumadenuuusaluia
washadaludd I muasiavieldnveunasguandondidufidieiusmin aindew
LUUUNIAY (Rod/Bar electrode) ﬁisuﬁq yiavesaadon azsmnaanulavauriiaiadon
maduwuuunsdeistanie Taadiiudnilivensfinvesaindenunsdusauandumng
e drumadiouuuuduiiu (Wire electrode) I2YN siinwmamniden vunaanulawes

LEURIALTPN WazWTNYBIMATEN MAliBNWULNIUIElNTaWIalAnE

A XXXX - XX || -

X

l UNIBDI = PUINANN G VD98 IALTDN

PNIBNI = BY AD MOLUULNG waz WY A aakuuiIu
Aananaluaaingansil

¢ et = WuaadonUfpguuuuniay wazkuy $9u (Rod and Wire)

A1070-BY  (@hvmemn =) A 1070-WY
A1100-BY  (@hUmema = uaq) A 1100-WY
A1200-BY  (@iUmema = 1hena) A 1200-WY
A2319-BY  (@nmeea =) A2319-WY
A4043-BY  (@nimemn = d) A 4043-WY
A4047-BY  (@fidaemin =21) A 4047-WY
A5554-BY  (afilaneein = wdes) A 5554-WY
A5654-BY  (Afilaneain = yuy) A 5654-WY
A5356-BY  (@Maneain = tndeaden) A 5356-WY
A5556-BY  (@fiUmeann = 3e) A 5556-WY
A5183-BY  (@numemn =11dw) A5183-WY

sheenaiu Haaiaidion A 1070 BY-3.2 vaned maidouegiiilsauignsuuuuns
AUIUIALEU @ 3.2 HaLunT ﬁqLLﬂmé’numwmmmiaNiugﬂfﬁ' 7.32 () WazAIDENLTY T
antdion A 4047 WY-2.4 mingia mmﬁamgﬁLﬁw%ﬂauﬁﬂmmuﬁau Nuuadu 93.2
fodwas vnemihmiin 1an. 2.508us) 114;51J°?‘i 732 (1) Wianautianenaveaiiodousiuang

Tumaf 7.36
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(n) MAdonurianu A 1070 BY=32 (1) sdaidandusiou A 4047 WY-2.4

o o A o a a o
3‘1]7] 7.32 Gl’J’rJEINﬁ’JﬂL‘lImJLLﬂﬁ‘lJﬂﬂ@NTﬁﬂzﬂgNLUBNLL&ZBQNLNHNN’&'N JIS 7.3232
7"731/7 :HARRIS Welding Supplies, 2012

AJ U Y v a A a A
A1TNN 7.36 ﬁ%J‘lJVmNﬂﬁﬁ’mL%E]NLLﬂﬁﬂﬂﬂQNTﬂﬂBE}QNL‘LlEJNLLﬂ%@QNLuEIN WEd

AN NAIZIU JIS Z 3232:2019 7 JIS Z 3232:2019, 2019

A 1070-BY

A 1070 P-O 5.5 (54)
A 1070-WY
A 1100-BY

A 1100 P-O 7.5 (74)
A 1100-WY
A 1200-BY A 1200 P-O

7.5 (74)

A 1200-WY
A 2319-BY

A2014P-0 25 (74)
A 2319-WY
A 4043-BY

A 6061 P-O 17 (167)
A 4043-WY
A 4047-BY .

A 6061 P-O 17°(167)
A 4047-WY
A 5554-BY

A 5454P-0 22 (216)
A 5554-WY
A 5654-BY

A 5254 P-0 21 (206)
A 5654-WY
A 5356-BY

A 5083 P-O 27 (265)
A 5356-WY
A 5556-BY

A 5083 P-O 28 (275)
A 5556-WY
A 5183-BY

A 5083 P-O 28 (275)

ASI83-WY
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73 mmﬁwuﬂmmm?}au‘lﬁwﬁni (Standards code flux cored electrode)

madauldndnd viaidendnessaindauununand Tefivaneds madenTansidudy
rienauiussgridasanadndlimelunafianiuil “Flux cored” madanlszaniiainas
Fainsldnuiuliunsnats dremnzadusadeniivauniu nedunmsniefefveain
e WANNANT (Cover electrode) fuadadaniin (Filler electrode) M7I8HU Tagevinl i
doudanwauysaimeny inneduadndaglurnemarmihidnaguuundenldd saden
landndiinaiailideauialnaguaindineuan fideniudn “Self Shielding Flux Core
Wire” %38 “Inner Shielding Flux Core Wire” wasrfinfidiaalfufianiiueulasanlad (Co,)
W3 HaNNULAE13nau CO, + Ar) ﬂﬂ@ammztﬁau A3endieuiudl “Gas Shielding Flux
Cored Wire” #38“Outer Shielding Flux Cored Wire” a3aidauuuuldndndd anisaldiu
yunnden MIG/MAG Tavinsiuanndanfidaanmsgunimesuuindenigs dudaag
fethassmadenldandlusi 7.33 Andneenindminsuaslfnuiu nanenasgud
Faniud lawn 1aIgIu AWS (W9I31UI0 sz AaKSTaLIEN) N1ATgIU JIS (W INIFIUA
Usznadilu) 1nasgiu EN IS0 (naspusaangasanagTal) dafezldndnluainasgiusa 4

wazluumazstiavalavicmadion aasaluil

MIG WELDING
MILD STEEL nw‘&om

Part No. 81 eumu
Net Weight 0.4skg|

Pl
S

Clarke

Ty 2

0026

aaannal3aiy Mamannaaiuau MAENEs

~ o ' a o A ¥ (v .
31 7.33 fetnndanariaindenldWdnd (Flux cord wire)
71 : NICETECH Welding electrode, 2014 uae Clarke Weld International, 2015

1. mm'ﬂau‘lﬁ'ﬂé’nﬁmmﬁm AWS (Flux cord wire of American Welding Society)
madanldnandndounundndaiunasgiuraianannadenuiianigodn
(AwS) ldasudarimuauazianieldntuiiadunaguuasanadlafiandulumsions
nMamMEicnssumaden anasgiu AWS Hidufisansudunilan Taewzdsemalneild
wnasguiliuann Tnefistanieldnvennasgufidmuafusnaueiiavaslansdon wu an

Wewldndndlanzimannd mannal3aiin mannae wazlanzagiidien dwzldnanidaliil
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1.1) AWS A5.20/A5.20 M:2005 (R2015) a’;’aﬁmumnmgmﬁm%namﬁiamlﬁﬂé’nsﬁ
unglne RN danzmannaiaidueu (Specification for Carbon Steel Electrodes for Flux

[

Cored Arc Welding) ldimunasiansaldnzesnasgiuainlisneananaail

AWS A5.20/A5.20 vianefs madeuldnsndawiuidenlanzimdnndransuey
M:2005(R2015) winneiis iuanasgiuaestl 2005 ﬂ%uﬂga%uiwﬁﬂ 2015

(es]

XXT |- | X | X||J | X | HX

{ mngda = anlalasludaden
wetia = “D” vide “G” 1aatan1sAILgY

anwSoulunsidowy
PNIBDI = A1ANNFTUMULTNTEUNNHDIN

AMNGINTN 27 9aNgaun)i —40°c

* waneda = “C” @ 1duid CO, 100%
“M” fn 1duie CO,+75-80%Ar
dlufszyde Lildufaanmeuen
¢ nanedla = AaY 1-14 e “G” viae “GS”

WusanyansaresaInlumsliay

= dl [ v &
¢ ey = maanldnand

¢ Mg = AMuniar@an 1ay 0 fis MIULAYINTEAY 18Y 1 Ap NATWEN

¢ Ml = manuduLRfgasaiiaden (Jaud/maai)

¢ vanede = madewlnih (Electrode)

mMautisszanssssradenlddnddmuaiadenTansiminndransusuaiy
A AWS szutitldifiuafiasng 1 mudeulavesmindey Geulvanuammsalunisldo
mudamslivieliliufalnagu uasamwmarerudaunszuald fauaadumaed 7.37 s
douldsndaclifimsimuadiunaunaafisasmafiasdon demnednunauniaaiifias
Ihwiladeniunnnmauansig 1 sanlufumdndivsnagaelureaaidon Siongd
nauLAasiHfsTiyalTzadiuandeiull fuaaaiiaresnafinaunwoniuumumwiily
M 7.38 uenaniinaspudisyauiinunaeudadenfideudisaadenlddnd
liafng 1 neanuALuTIAs aAnuaanslumsiiaf wasanuaansalumagaiunsnszunn

AauanIng a1 7.39
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A a § §%4 g 9
g3 7.37 stinvesmadenldandlansmanndiniveu aasgiu AWS A 5.20:2005
71 : AWS A5.20/A5.20:2005(R2015). 2015

E70T-1C H,F Co, M
1 E70T-1M HF CO,+75-80%Ar DCEP M
E71T-1C H,F,VU,OH Co, M
E71T-IM H,F,VU,OH CO,+75-80%Ar M
E70T-2C HF Co, S
> E70T-2M HF CO,+75-80%Ar DCEP S
E71T-2C H,F,VU,OH Cco, S
E71T-2M H,F,VU,OH CO,+75-80%Ar S
3 E70T-3 HF None DCEP S
4 E70T-4 HF None DCEP M
E70T-5C HF Cco, DCEP M
E70T-5M HF CO,+75-80%Ar M
> E71T-5C H.,F,VU,OH Cco, DCEP M
E71T-5M H,F,VU,OH CO,+75-80%Ar or DCEN M
6 E70T-6 H,F None DCEP M
7 E70T-7 HF None DCEN M
E71T-7 H,F,VU,OH None DCEN M
8 E70T-8 H.F None DCEN M
E71T-8 H,F,VU,OH None DCEN M
E70T-9C HF co, M
E70T-9M HF CO,+75-80%Ar M
9 E71T-9C H,F,VU,OH Co, DCEP M
E71T-9M H,F,VU,OH CO,+75-80%Ar M
10 E70T-10 HF None DCEN S
11 E70T-11 HF None DCEN M
E71T-11 H,F,VU,OH None DCEN M
E70T-12C HF Cco, M
12 E70T-12M HF CO,+75-80%Ar DCEP M
E71T-12C H,F,VU,OH Co, M
E71T-12M H,F,VU,OH CO,+75-80%Ar M
13 E61T-13 H,F,VU,OH None DCEN S
E71T-13 H,F,VU,OH None DCEN S
14 E7IT-14 H,F,VU,OH None DCEN S
E60T-G H,F Not Specified Not Specified M
E70T-G H,F Not Specified Not Specified M
E61T-G H,F,VD,VU,OH  Not Specified Not Specified M
E71T-G H,F,VD,VU,OH Not Specified Not Specified M
G E60T-GS H,F Not Specified Not Specified S
E70T-GS H.F Not Specified Not Specified S
E61T-GS H,F,VD,VU,OH Not Specified Not Specified S
E71T-GS H,F,VD,VU,OH Not Specified Not Specified S
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NNNBLVG YBIANTNN 7.37

13 [ | A A A A4 o A o g4 & &
©® a = MUY H A NMuwiuad F Aa 11910 OH A mMuwiladIye VU A8 NMadtianyy VD A

MAWVOND

® b = PNeMATENNIMIZLRNWTENNINLEINNAMNTUA AUV NLBNATIATDNNENNT 2.4 .

e ¢ = FutiAvailaaN NN lduiagnmeusnszuanaanuiualIadannlduianmelusainea

- = v g N = v &
® d= DCEP A8 aszudlinaIadauaaILIN DCEN @8 nszudlnnmadaudeiay

® ¢ = “M” vied Mdanlenwuadeiwaswuadau “S” naneds Wdanlduuide i

P ' = " o P = o (o
717197 7.38 519919 1 Danegluandndiveussymelumadionldang

At (Al

77;\/7 s LINCOLN Electric : Cored Wires Overview, 2013

anusoizdupalans (Power)

({lud Deoxidize uag Denitrify

uAaLgey (Ca)

ﬂfcj:NLLi' (23U Fluorspar (Caf,) uaz

Limestone (CaCo,)

Melinaufalnagy uazwasuanduauan

afuau (C)

dusguanvderdundlans wu

Ferromanganese

MelinanNuuiuazanNulusgan

TAsule (Cr)

Wumguanvserindunlons

delFAnANNIUNUMIALA waztiuANNLTT

(Metal power) wiounuANNMUNMUNINANTEU
o ~ v oa U A & A o
(wian (Fe) (Wusnguen (Ferroalloys) uaz 1y Wudidbuldiindanmaiaiiodion Taenauiy
=3 a a - v <
Hawian (Iron powder) fniansalanzusnnguinan
wnam e (Mn) (upnguew 13y Ferromanganese 116 Deoxidize Baeilaafiumsuan3au (Hot crack)

30 Duelone

uannudamasnasuanduauan

TuauAt (Mo)

Wusiguan (Ferroalloy)

uanlumanni3afiveaamnuudn iaiinaininy
Fumuspnisiansauwuugdiy (Pitting corrosion) wae

v o < < S &
ENI‘Wﬂ"lﬂ]']?JLL‘)NLLﬁ%ﬂ'J']NLL‘INLLTI'Q'TIEN‘IIH

AnLAa (Ni)

Funalan: (Metal power)

= ' - I3 < =
LﬂuTamwﬁmnmwummLm AMMNUVIII ANNLHRUET

LazNUMUMIAaNIau

Twunaden (K)

& ' PN u - ' )
Wuusmariiantisdusdy

iﬂuagﬂu Feldspars wae Silicates

' o o ¢ A o PR P
dreliiiansesniaiies LLﬁzWﬂiNﬁﬁLﬂuﬁLLﬂﬂlﬂﬂ

Fanau (Si)

(upngues 1y Ferrosilicon #3e
Silicomangnes Fuus Silicates

Ly Feldspar

(i Deoxidize wasWasnaTluauanlsa

Tofew (Na)

Wuus wu ladey amdugiuey

Tu Feldspars wae Silicate

Peliiiansardnfiades wasnasumduawanlda

Tnendles (Ti)

WU AREN 123 Ferrotitanium

saaglunsiiiiendn Rutile

(flug Deoxidize unze Denitrify WoSusfusuan
wazdreliasusuadesluwmdnndlFatinunoiia

wasladie (Zr)

i Oxide vidadlunalans

(Flug Deoxidize unze Denitrify WaSusufusuan

MUY (V)

o Oxide viadlunalans
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J U 4 74 o U
a3af 7.39 ananenemadionldldndlansiwdnndiaiuau 1asgiu AWS A 5.20:2005
71 : AWS A5.20/A5.20:2005(R2015), 2015

E7XT-1C,-1M 70-95 58 22 20ft.Ibf at 0°F
E7XT -2C°,-2M° 70 min Not Specified Not Specified Not Specified
E7XT-3 70 min Not Specified Not Specified Not Specified
E7XT-4 70-95 58 22 Not Specified
E7XT-5C,-5M 70-95 58 22 20ft.1bf at 20°F
E7XT-6 70-95 58 22 20ft.1bf at 20°F
E7XT-7 70-95 58 22 Not Specified
E7XT-8 70-95 58 22 20ft.Ibf at 20°F
E7XT-9C,-9M 70-95 58 22 20ft.Ibf at 20°F
E7XT10° 70 min Not Specified Not Specified Not Specified
E7XT11 70-95 58 20 Not Specified
E7XT12C,-12M 70-90 58 22 20ft.Ibf at 20°F
E6XT-13° 60 min Not Specified Not Specified Not Specified
E7XT-13° 70 min Not Specified Not Specified Not Specified
E7XT-14° 70 min Not Specified Not Specified Not Specified
E6XT-G 60-80 48 22 Not Specified
E7XT-G 70-95 58 22 Not Specified
E6XT-GS* 60 min Not Specified Not Specified Not Specified
E7XT-Gs* 70 min Not Specified Not Specified Not Specified

MBI YBIATIN 7.39

® a =@ Yield strength at 0.2% offset

®b= L?Jumi‘nﬂﬁauﬁﬁymmmummgm AWS B4.0

o ¢ - lfdmiunsdauunifenazmmageuanuduusaRariy

fommuamMuNIAIzIL AWS A5.20:2005 sasmalianldlandineazdeaiiainniim
NNy Memnzunumyesendndnussgegmelududimrueauiifveiioion

]
=5

upzfifianNuAnANYILAazirEnaIA TN daugndaimslinuaiadenlddndazda

L)

|

anudnladindvdanasguuasdowusihnngudnduddny madeuldwdndtiagiuing
uanoannlfnuiunannnme suaasusiegrndndaiaiaden ¥l E7IT -GS (e
dmsulfidouuuinien) uas alia E71T-11(mansdmiuldondounud) luzii 7.34 flas
UnAnaziinenevnavesmaliiaenld
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L)

VULCAN

S

. < elding Wire \‘
LR
' GASLESS FLUX-CORED MIG WIRE

maanldnand E17T-GS mavtiayldWand E17T-11
77 : VULCAN Consumables, 2017 7”7;(/7 s ONGEVITY Welder, 2016

117.34 fhadnandnsamianadeul@dndmusiannigiu AWS A5.20:2005

1.2) AWS A5.22/A5.22 M:2012 Fefmunnaspudmsumadenldndndvasnis
donmsnnélSafinfisesiuivauiumaion FCAW waz GTAW waz PAW (Specification
for Stainless Steel Flux Cored and Metal Cored Welding Electrodes and Rods) lamvunsid
valAnuaunasguaInidoseanindail

AWS A5.22/A5.22 nnedis madouldndnddmiudenTanzmnngl5aia
M:2012 vinedie dumnasgiufieeunst 2012

E | XXX | T|X|-]X

L wangfia- szymislfufiannmeusntnagu
AananalumTITnasil
WAL = SNUWUINTON 182 0 AD NITLWBLTINTEAY

Lo 1 A NNYIEN

=2 = ¥ (v o
¢ wnede= madiaulavand

¢ Mneia = sydunaumaaiveailadiouniozld

¢ MNBDN = MAaN (E = a1niiud1miu FCAW, R = maLduasad1nisu GTAW )

EXXXTX-1 CO, DCEP FCAW
EXXXTX-3 None (Self shielding) DCEP FCAW
EXXXTX-4 CO, +75-80% Ar DCEP FCAW
EXXXTX-G Not specified Not specified FCAW
RXXXT1-5 100% Ar DCEN GTAW
EXXXTX-G Not specified Not specified FCAW

RXXXT1-G Not specified Not specified GTAW
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madiauldnanddmsulfidenlanemanndZativmaunnigiu AWS A5.22:M2012
IaaSndaimuadusianioldniulasedessdtsznaunniuees uiddnagy idew uas
dunaunaail asdainsuiisriasesmadionldldnddmiunadenlansiwdnndnliaia

MuNAIUIUMIT19N 7.40 wazanuiANInNaMuUNMIMADLLTIAIAILEAIIUATINN 7.41

4 - 4 vae vy -
3N 7.40 aliawasmadenldldndlanzimannal5aiin anasgiu AWS A 5.22:2005
71 : AWS A5.22/A5.22:M2012, 2012

E307TX-X 0.13 18.0-20.5  9.0-10.5 0.5-1.5 - 3.30- 1.0 0.04 0.03 - 05
4.75
E308TX-X 0.08 18.0-21.0  9.0-11.0 0.5 - 0.5-25 1.0 0.04 0.03 - 05
E308LTX-X 0.04 18.0-21.0  9.0-11.0 0.5 - 0.5-25 1.0 0.04 0.03 - 05
E308HTX-X 0.08 18.0-21.0  9.0-11.0 0.5 - 0.5-25 1.0 0.04 0.03 - 05
E308MoTX-X 0.08 18.0-21.0  9.0-11.0 2.0-3.0 - 0.5-25 1.0 0.04 0.03 - 05
E308LMoTX-X  0.04 18.0-21.0  9.0-12.0 2.0-3.0 - 0.5-25 1.0 0.04 0.03 - 05
E309TX-X 0.10  22.0-25.0 12.0-140 0.5 - 0.5-25 1.0 0.04 0.03 - 05
E309LCbTX-X  0.04  22.0-25.0 12.0-14.0 0.5 0.7-1.0 0525 1.0 0.04 0.03 - 05
E309LTX-X 0.04  22.0-25.0 12.0-140 05 - 0.5-25 1.0 0.04 0.03 - 05
E309MoTX-X 0.12 21.0-25.0 12.0-16.0 2.0-3.0 - 0.5-25 1.0 0.04 0.03 - 05
E309LMoTX-X  0.04  21.0-25.0 12.0-16.0 20.-3.0 - 0.5-25 1.0 0.04 0.03 - 05
E309LNiMoTX-X  0.04  20.5-23.5 15.0-17.0 2.0-3.5 - 0.5-25 1.0 0.04 0.03 - 05
E310TX-X 0.20  25.0-28.0 20.0-22.5 0.5 - 1.0-25 1.0 0.04 0.03 - 05
E312TX-X 0.15 28.0-32.0  8.0-10.5 0.5 - 0.5-25 1.0 0.04 0.03 - 05
E316TX-X 0.08 17.0-20.0 11.0-140 2.0-3.0 - 0.5-25 1.0 0.04 0.03 - 05
E316LTX-X 0.04 17.0-20.0 11.0-140 3.0-40 - 0.5-25 1.0 0.04 0.03 - 05
E317LTX-X 0.04 18.0-21.0  12.0-140 0.5 - 0.5-25 1.0 0.04 0.03 - 05
E347TX-X 0.08 18.0-21.0  9.0-11.0 0.5 8xCmin ~ 0.5-25 1.0 0.04 0.03 - 05
1 max
E3409TX-X" 0.10 10.5-13.5  0.60 0.5 - 0.80 1.0 0.04 0.03 - 05
E410TX-X 0.12 11.0-13.5  0.60 04-0.7 - 1.2 1.0 0.04 0.03 - 05
E410NiMoTX-X  0.06 11.0-12.5  4.0-5.0 0.5 - 1.0 1.0 0.04 0.03 - 05
E410NiTiTX-X'  0.04 11.0-12.0  3.6-4.5 0.5 - 0.70 0.5 0.04 0.03 - 05
E430TX-X 0.10 15.0-18.0  0.60 0.65 - 1.2 1.0 0.04 0.03 - 05

E502TX-X* 0.10  4.0-6.0 0.40 0.8-1.2 - 1.2 1.0 0.04 0.03 - 05
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A v a 4 £ o U v =Y
A19971 7.40 (9i0) siiamadeuldlandlansimanndl3atiy anasgiu AWS A 5.22:2005
1 : AWS A5.22/A5.22:M2012, 2012

E505TX-X° 0.10 80-105  0.40 0515 - 12 1.0 004 003 - 05
E307T0-3 0.13 195220 9.0-105 0.5 - 3347 1.0 004 003 - 05
E308T0-3 0.08 195220 9.0-11.0 05 - 0525 1.0 004 003 -~ 05
E308LT0-3 0.03 195220 9.0-11.0 05 - 0525 1.0 004 003 - 05
E308HTO-3 0.08 195220 9.0-11.0 2030 - 0525 1.0 004 003 - 05
E308MoT0-3 0.08 18.0-21.0 9.0-11.0 2030 - 0525 1.0 004 003 - 05
E308LMoT0-3  0.03  18.0-21.0 9.0-120  1.8-24 - 0525 1.0 004 003 - 05
E308HMoT0-3  0.12  19.0-21.5 9.0-10.7 0.5 - 1225 09 004 003 - 05
E309T0-3 0.10  23.0-255 12.0-140 0.5 - 0525 1.0 004 003 - 05
E309LT0-3 0.03  23.0-255 12.0-140 0.5 - 0525 1.0 004 003 - 05
E309LCbTO0-3 0.03  23.0255 12.0-140 2030 07-1.0 0525 1.0 004 003 - 05
E309MoT0-3 0.12  21.0-25.0 12.0-160 2030 - 0525 1.0 004 003 - 05
E309LMoT0-3  0.04  21.0-25.0 12.0-16.0 0.5 - 0525 1.0 004 003 - 05
E310T0-3 020 250280 20.0-225 0.5 - 0525 1.0 004 003 - 05
E312T0-3 0.15 28.0-32.0 8.0-105 2030 - 0525 1.0 004 003 - 05
E316T0-3 0.08  18.0-20.5 11.0-140 2.0-3.0 - 0525 1.0 004 003 - 05
E316LT0-3 0.03  18.0-20.5 11.0-140 2.0-3.0 - 0525 1.0 004 003 - 05
E316LKT0-3 0.04  17.0-20.0 11.0-140 3.0-40 - 0525 1.0 004 003 - 05
E317LT0-3 0.03  18521.0 13.0-150 0.5 - 0525 1.0 004 003 - 05
E347T0-3 0.08  19.0-21.5 9.0-11.0 8xCmin 0525 1.0 0.04 003 - 05
1.0 max
E490T0-3* 0.10  10.5-13.5  0.60 0.5 - 0.80 1.0 004 003 - 05
E410T0-3 0.12  11.0-13.5 0.60 0.5 - 1.0 1.0 004 003 - 05
E410NiMoT0-3  0.06  11.0-12.5  4.0-5.0 0.4-0.7 - 1.0 1.0 004 003 - 05
E410NiTiTO-3"  0.04  11.0-12.0  3.6-4.5 0.5 - 0.70 1.0 004 003 - 05
E430T0-3 0.10  15.0-18.0 0.60 0.5 - 1.0 1.0 004 003 - 05
E2209T0-X 0.04  21.0240 75100 2540 - 0520 1.0 004 003 02 05
E2553T0-X 0.04  240-27-0 85105 2930 - 05-1.5 1.0 004 003 02 25
R308LT1-5 0.03  18.0-21.0 9.0-11.0 05 - 0525 12 004 0.3 - 05
R309LTI-5 0.03  22.0-25.0 12.0-140 0.5 - 0525 12 004 0.03 - 05
R316LT1-5 0.03  17.0-20.0 11.0-140 2030 - 0525 12 004 0.03 - 05
R347T1-5 0.08  18.0-21.0 9.0-11.0 0.5 8xCmin 9525 12 004 003 - 05

1.0 max
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N8R YDIINTNN 7.40

' = &L 4 ° = ' =
®a= Wudruwaumaaiisaaiipidipunnmihliengimaiuaaumani

® b = Bnadunaniuande i duinginga

® ¢ = {IPNET X Naundiddnes “T” vanefanurmnangew 1 #e wewldnnmm 0 fis Wenmauuazm

PUIUUBDU

® d= lnwuilen 10 x C min., 1.5% Max.

@ ¢ = FAMSUMIADNULUILALILAEMINATDUANINLAULTIAITINUY

d Ua § Y ¥ Yy a ~
aan 7.41 ananeneaadionldandlansiwdnnilFaiin nnsgiu AWS A 522777

TAWS A5.22/A5.22:M2012, 2012

E307TX-X 85 590 30 None

E308TX-X 80 550 35 None

E308LTX-X 75 520 35 None

E308HTX-X 80 550 35 None

E308MoTX-X 80 550 35 None

E308LMoTX-X 75 520 35 None

E309TX-X 80 550 30 None

E309LCbTX-X 75 520 30 None

E309LTX-X 75 520 30 None

E309MoTX-X 80 550 25 None

E309LMoTX-X 75 520 25 None

E309LNiMoTX-X 75 520 25 None

E310TX-X 80 550 30 None

E312TX-X 95 660 22 None

E316TX-X 75 520 30 None

E316LTX-X 70 485 30 None

E317LTX-X 75 520 20 None

E347TX-X 75 520 30 None

E409TX-X 65 450 15 None

E410TX-X 75 520 20 732-760°C/ 1 ¥u./Air cooled
E410NiMoTX-X 110 760 15 593-612°C/ 1 ¥4./Air cooled
E410NiTiTX-X 110 760 15 593-612°C/ 1 9¥3./Air cooled
E430TX-X 65 450 20 760-788°C/ 4 ¥u./Furnace cooled
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A v U Aﬂl U o 1Y v a
M7 7.41 (s9) autiananamadiouldlandlansiannal5atin nnsgiu AWS A 5.22
71 : AWS A5.22/A5.22:M2012, 2012

|
| Bnfashan %)

E502TX-X 60 415 20 840-870°C/ 2 ¥./ Furnace cooled
E505TX-X 60 415 20 840~-870°C/ 2 ¥¥./ Furnace cooled
E308HMoT0-3 80 550 30 None

E316LKT0-3 70 485 30 None

E2209TX-X 100 690 20 None

E2553TX-X 110 760 15 None

EXXXTX-G Not Specified

R308LT1-5 75 520 35 None

R309LT1-5 75 520 30 None

R316LT1-5 70 485 30 None

R347T1-5 75 520 30 None

NNBLAY 2BINTNN 7.41
® 2= AN “X NANNAIRIENES “T” Mnsfeiurnaidioy 1 fe wawldnnim o fs Wenrinu
waINUUBY UWazAIEUNAMMNAIMUTIIIETEN —1, -3,-4 uae -5 Meii wiadnaguauTie

Famnualunisng

o

andenlddndmdnnalSatinanmasgiu AWS fszyludamnuainauuudidy
unasuuuniuduns Taswuuiuagldaionus “B” drmuuutdunsaazldaiones “R” 99
(Y] ] a o o 41 n:i
uaassagNanN A dieNTugLN 7.35

madenld@anduuudiu E308LTI-1  aadenld@wanduuuidunss R308LT1-5

~ o v 4} PR v My A
U1 7.35 degnmadiouldvdndmanndl5atiy nasgiu AWS A5.22:M2012
7"7;‘(/7 : LINKWELD Welding Electrode, 2017
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1.3) AWS A5.15/A5.15 :1990(R2016) 1fumasguatadostssianiilfdmsunms
dowulanzininnde (Specification for Welding Electrodes and Rods for Cast Iron) #811%ua
vounaIuiazaeuaqunnainemadeailidmivdenTaneminndaramnruiums
don uasdaiaznanfuanzarnlszianainienldand (Electrode for flux cored arc
welding) ﬁ‘lﬂumsﬁauf@mmﬁﬂmdanmiﬁmazlﬁummL%Nﬁiaﬁuﬁ’mmumit%uLLmJ
SMAW ldimuaniavdeldaveanaspuaindonaanudall

AWS A5.15/A5.15 e madenldndnddmsuidonlansminnae
1990(R2016) e diamruanasg Ll 1990 1U5uilgd) 2016

(e

Nife | T |3 |- |d

| e = madiaulansivannas
e = MHufaUnaguludies (Self shielded)

neda = madianldland (Flux cored electrode)

¢ vneie = Iniadumguannanuaniulanzian (Nikel-Tron)
¢ ynefia = aandiay lfh (Electrode)

aadenlddnddmSunisdenlonsimdnnasvzlfuianqannieludae (Self-
. 'S ¥ w A v 3 o ¥ A §
shielded) usianasalfufanaguainmeusnildruegiuduusinsfudaaiaion an
deowldndndindnnasaialfetmmnsaliidenldiumannaannaiia Atuaadlunin 7.42
UazFIPENNAANMTIAIATEN ENiFeT3-CI dawanalugii 7.36

A 4 U o J
A19197 7.42 madenldnandlanziwdnras 1A AWS A 5.15:R2016
71 : AWS AS5.15/A5.15:1990(R2016), 2016

ENiFeT3-CI 0.10 8.0-10.5 040 05-1.5 - 12 1.0 0.04  0.03 - 05

o o ' P 9o (& ' .
71N 7.36 etnmadionldandlanzindnnas ENiFeT3-CI
7‘7&/7 : ESAB Welding Electrode, 2012
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2. mmﬂau‘lﬁﬂé’nimmﬁm JIS (Flux cord wire of Japanese Industrial Standards)

madauldndnd visunurdndauinasgiugamvni vesananaasgudily
(JSA : Japanese Standards Association) lda¥efaimuauassvanialdntuieduanagin
nasnugaamasIAaTe anasgiu IS iluisesiuuaddimuanudeniulusnalneg
Tudmrasidefaznanfunagureinadenlfmndeulddnduadananinndinsuen
fumdnndranuuiusngs wasmnnd ety wenmuriiavadansidon dsldnandaluil

2.1) JIS Z 3313:2009 farimuamasgiudmivaindensinaialéndndvalans
WMaNNMAIFUBY LHANNAIANNUTILTGS waznannMdMTuaUEY (Flux Cored Wires for
Gas Shielded and Self—Shielded Metal Arc Welding of Mild Steel, High Strength Steel and

. w0 U N o = o &
Low Temperature Service Steel) lﬂﬂﬂﬁuﬂiﬁﬁﬁiﬂ‘[ﬂﬂ‘llﬁ]\‘lN']@liﬁ']uﬁ’JﬂL"HE]NE]E]ﬂEJ’]C’N‘L!

J1S Z 3313 vivneda anadianldanddmsuidenlansivanndiansuay

2009 waneds Huanasgiuaesd 2009

X

<

FW | - | X | X

X
l l wined = alinvesdndunagy (1)
WNNBT = UNYTLANAINUIBINITNAGDY

UNNITUNNVRIL LB (2)
NNEAI = AIANNLAULTAINFAYBLLBETBN (3)

¢ nnedia = silavaauialnagy (4)
¢ yanee = sadanldandlancwmanndasusu tranndianu

WHILFIGI waztnanNAdMIUULEY
¢ mneda = madanlvih

(1)= R @n Wandslng, B As Wandena, M e wWandfilanzuauunan, G Ao wandau 1
(2) = paunginasnismaImmagauLRnTunnaadiiadon fuaadlumadieaed
(3) =43 @ 420 N/mm?, 50 Aip 490 N/mm’, 60 @n 590 N/mm”

(4) = C fio ufig CO,, A @ip uiid CO,+Ar, S An THuiianagumeTudaes (Self shielded)

(0] 0 27
D 0 47
E -5 27
F -5 47
2 =20 27
G Taifmun Taifmun
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madanldldnddmiumaenlanzimanndariveu twanndanuulisnsigs uas

< v o o < Y v [ ° o - °4 a 1 S v
mannmdmsunudy manasgu JIS ldaiedeimuasianseldnvesiinaiadeudungy
wrtinvauialnagy wazanumazaneesnsinlldnu dwaasstinvesainlionny

MNAITPIUNAMUATUAILEAILUAT19T 7.43 LaslanIdIuNENNLATTuA119N 7.44

A a 4 }74 e 14 v
A1 7.43 aliavesmadenldandlansmdnndansueu anndanuudangs

WALLAANNANEIMSUNULEY N95FU JIS Z 3313:2009 77 - JIS Z 3313:2009, 2009

YFW-C430X uidgmsuaulasanlad (CO,)  wanndMIvaY
YFW-C500X
YFW-C50DX WANNAASUBY WazraNNA1AN
uidgmivaulasanlad (CO,) . )
YFW-C502X UAIEITZAL 490N/mm
YFW-C50GX
YFW-C60EX
YFW-C60FX ) . L }
—— uiigasusulaeanlad (CO,)  wanndANLTILTIGITzAY S90N/mm’
YFW-C60GX
YFW-A430X uidgasueulesanlad (CO,)  wanndaiueu
+ufid@sneau (Ar)
YFW-A500X
YFW-A50DX uidgmiuaulasanlad (CO,)  wanA@MIVOY wazMaNNAIAY
YEW-A502X + uiig15naU (Ar) uiau39g932AU 490N/mm>
YFW-A50GX
YFW-A60EX
YFW-A60FX uiagasuaulaeanlad (CO,)  wanndANNLTILTIgITzAY S590N/mm’
YFW-A602X + uidgen5neu (Ar)
YFW-A60GX
YFW-S430X lufianagumelusies manndesuau
(Self shielded)
YFW-S500X
YFW-S50DX liufianagumeludies MANNEAANTUBY LAZLEANNEIAN
YFW-S502X (Self shielded) UL IIGITZAD 490N/mm’

YFW-S50GX
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A | =1 ﬂl U L £ 7
A9 7.44 drunaumapdvasaiadiayldnandlanswmanndnaisusau trannan
ANNLIIURNG waztrannddmTuaudu 3nasgu JIS Z 3313:2009

737 - JIS Z 3313:2009, 2009

YFW-C430X 0.2 0.09 1.5 0.03 004 05 - - -
YFW-C500X 0.2 009 20 0.03 004 05 - - -
YFW-C50DX 0.2 009 20 0.03 004 05 - - -
YFW-C502X 0.2 009 20 0.03 004 05 10 - -
YFW-C50GX - - - 0.03 004 - - - -
YFW-C60EX 0.15 080 20 003 003 05 - - -
YFW-C60FX 0.15 080 20 003 003 05 02 065 -
YFW-C602X 0.15 080 20 003 003 05 02 065 -
YFW-C60GX 0.15 - - 003 004 - - - -
YFW-A430X 0.2 0.09 1.5 003 004 05 - - -
YFW-A500X 0.2 009 20 003 004 05 - - -
YFW-A50DX 0.2 009 20 003 004 05 - - -
YFW-A502X 0.2 009 20 003 004 05 10 - -
YFW-A50GX - - - 0.03 004 - - - -
YFW-AG60EX 0.15 080 20 003 003 05 - - -
YFW-A60FX 0.15 080 2.0 0.03 003 05 02 065 -
YFW-A602X 0.15 0.80 2.0 0.03 003 05 02 065 -
YFW-A60GX - - - 0.03 004 - - - -
YFW-S430X 0.2 0.50 12 0.03 004 - 02 - 2.0
YFW-S500X 0.2 090 20 0.03 004 - 20 - 2.0
YFW-S50DX 0.2 090 20 0.03 004 - 20 - 2.0
YFW-S502X 0.2 090 20 003 004 - 20 - 2.0
YFW-S50GX - - - 003 004 - - - -

ﬁﬂﬂﬁlmﬂ "IJENS‘Hi"Nﬁ 7.44
' & S A a
®a= ﬁ?umﬁuuiﬁulﬁuﬁm%ﬂﬂﬂﬂﬂLLﬂQ‘Y]LﬂﬁE]‘LIN’Jﬁ’m

avfanenavesaadonlddndlansmdnndraiueoy minndanuuiusg was
wannddmivanudu seuiladeniinaseudsunfuasnimageauusnszunniiszeiy
gaungianen sauandlumand 7.45 wasiesandndasiaiadonldWdnd YFW-C50DR Tu
91 7.37
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| v = o < [ Jd < 14
A1TNN 7.45 aummanmmmﬂmaﬂaﬂaﬂ*ﬁfammaﬂﬂmmiuau HARNNAAINY

UWHIUFIG uaztmanNAEMFLNULEY 3eIgIu JIS Z 3313:2009
71 : JIS Z 3313:2009, 2009

YFW-C430X 420 340 22 0 47
YFW-C500X 490 390 22 0 27
YFW-C50DX 490 - - 0 47
YFW-C502X 490 390 22 -20 27
YFW-C50GX 490 - - - -

YFW-C60EX 590 490 19 -5 27
YFW-C60FX 590 - - -5 47
YFW-C602X 590 490 19 -20 27

YFW-C60GX 590 - - - -

YFW-A430X 420 340 22 0 27
YFW-A500X 490 390 22 0 27
YFW-A50DX 490 - - 0 47
YFW-A502X 490 390 22 -20 27
YFW-A50GX 490 - - - -

YFW-AG0EX 590 490 19 -5 27
YFW-A60FX 590 - - -5 47
YFW-A602X 590 490 19 -20 27
YFW-A60GX 590 - - - -

YFW-S430X 420 340 22 0 27
YFW-S500X 490 390 22 0 27
YFW-S50DX 490 390 22 0 47
YFW-S502X 490 - - =20 27

YFW-S50GX 490 - - - -




a@QIGOUNAING@STIUAIQIBIU | 569

| CLASSIFICATION |

AWSA3.20_. E71]-1
WIS Z3313 : YFW-CSO0DR

511737 fegumadenlddnflansmdnndrm3sueu YFW-C50DR
7’7.;(/7 : YAWATA Welding Electrode, 2014
2.2) JIS Z.3323:2003 farmuamaspiudmivmnidensiaaialdndndvalans
winndn15aiia (Stainless Steel Flux Cored Wires) I muasvavizeldnvesnnsgiumniden
penNIAItl

JIS Z 3323 vvne it anadanldlanddvsuidianlanzwannanl Sadiy
2003 waneia Wuwasgiuwest) 2003

(o9

F | XXX | X

! e ds = alinvesnandinagy dauaasluaisediaansil
= ' PR | v Ny o
e dl = dounaunaafidiolien (nsnveandnnd | Fativ)

et = madayldandlavswannalsatia

¢ vanene = asadianlnih

C wifd 100%CO, uow ufid Ar +CO, agnation 20 %  1dnszualwidlew DCEP
S lufanagumeludies (Self shielded) UinszualidonAC uaz DCEP
G Timvun Timvun

madeuldndnddmiudenTanamdnnd Safinfindaseninlfnugdimunarde
siiavaandnlFaiafduTansndnildnuium 1 1 @i 1n3a308 10150309 113A316 1NTA317
1N3A309L %38 117A309LMo tHudu Falasmasgu JIS madenlddndlédautsrinain
\doneaniungumuriinvesufisnagy A nguiidereniadesnuad C 61 S wasf G fa
waaaluaaafi 7.46 wienuaasdunaumuaiiveaiiaideniinimld Tunamgumadensia
vieldailwdumadeuwuudumaiisesiumaden GMAW ¥ MIG/MAG fiuaaisiingnd
wandeiaIadoniia YF309LC wiandauuzitnngudaluzlil 7.38 was 7.39 mudey
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J = Y 73 b U v a
g3af 7.46 stinwesmadianlddndlansiannilFatin aasgiu JIS Z 3323:2003
7 - JIS Z 3323:2003, 2003

YF308C 0.08 1.0 0.5-2.5 0.04 0.03 9.0-11.0 18.0-21.0 - -
YF308G 0.08 1.0 0.5-2.5 0.04 0.03 9.0-11.0 18.0-21.0 - -
YF308LC 0.04 1.0 0.5-2.5 0.04 0.03 9.0-12.0 18.0-21.0 - -

YF308LG 0.04 1.0 0.5-2.5 0.04 0.03 9.0-12.0 18.0-21.0 - -

YF309C 1.00 1.0 0.5-2.5 0.04 0.03 12.0-14.0 22.0-25.0 - -

YF309G 1.00 1.0 0.5-2.5 0.04 0.03 12.0-14.0 22.0-25.0 - -

YF309LC 0.04 1.0 0.5-2.5 0.04 0.03 12.0-14.0 22.0-25.0 - -

YF309LG 004 1.0 0.5-2.5 0.04 0.03 12.0-14.0 22.0-25.0 - -

YF309]C 0.08 1.0 0.5-2.5 0.04 0.03 12.0-14.0 25.0-28.0 - -

YF309JG 0.08 1.0 0.5-2.5 0.04 0.03 12.0-140 25.0-280 - -

YF309MoC 120 1.0 0.5-2.5 0.04 0.03 12.0-140  22.0-25.0 2.0-3.0 -

YF309MoG 120 1.0 0.5-2.5 0.04 0.03 12.0-140  22.0-250 2.0-3.0 -

YF309MoLC  0.04 1.0 0.5-2.5 0.04 0.03 12.0-14.0 22.0-25.0  2.0-3.0 -

YF309MoLG  0.04 1.0 0.5-2.5 0.04 0.03 12.0-140  22.0-250 2.0-3.0 -

YF316C 008 1.0 0.5-2.5 0.04 0.03 11.0-14.0 17.0-20.0  2.0-3.0 -

YF316G 008 1.0 0.5-2.5 0.04 0.03 11.0-14.0 17.0-20.0  2.0-3.0 -

YF316LC 004 1.0 0.5-2.5 0.04 0.03 11.0-14.0 17.0-20.0  2.0-3.0 -

YF316LG 0.04 1.0 0.5-2.5 0.04 0.03 11.0-14.0 17.0-20.0 2.0-3.0 -

YF316JILC 0.04 1.0 0.5-2.5 0.04 0.03 11.0-16.0 17.0-20.0 1.2-2.75  Cul-

2.5
YF316JILG  0.04 1.0 0.5-2.5 0.04 0.03 11.0-16.0 17.0-20.0 12-2.75  Cul-
2.5
YF317LC 004 1.0 0.5-2.5 0.04 0.03 12.0-16.0 18.0-21.0  3.0-4.0 -
YF317LG 004 1.0 0.5-2.5 0.04 0.03 12.0-16.0 18.0-21.0  3.0-4.0 -
YF347C 008 1.0 0.5-2.5 0.04 0.03 9.0-11.0 18.0-21.0 - Nb8xC
-1.0
YF347G 0.08 1.0 0.5-2.5 0.04 0.03 9.0-11.0 18.0-21.0 - Nb8xC
-1.0
YF410C 0.12 1.0 0.5-25 0.04 0.03 0.6 11.0-13.5 05 -
YF410G 0.12 1.0 0.5-25 0.04 0.03 0.6 11.0-13.5 05 -
YF430C 0.10 1.0 1.2 0.04 003 0.6 15.0-18.0 0.5 -

YF430G 0.10 1.0 1.2 0.04 003 0.6 15.0-18.0 0.5 -
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4 ' = § U o U v a
AN 7.46 (se) slamadeuldlandlansmanndl3atiy anasgiu JIS Z 3323:2003
71 2 JIS Z 3323:2003, 2003

YF308S 008 1.0 05-25 0.04 003 9.0-11.0 19.5-22.0 - -
YF308LS 004 1.0 05-25 0.04 003 9.0-12.0 19.5-22.0 - -
YF309S 0.10 1.0 0525 0.04 003 12.0-140 23.0-255 - -
YF309LS 004 10 0525 0.04 003 12.0-140 23.0-255 - -
YF309JS 0.03 1.0 05-25 004 0.03 12.0-14.0 25.5-28.5 - -

YF309MoS 0.12 10 05-25 004 0.03 12.0-140 22.0-25.0 20-3.0 -

YF309MoLS 004 1.0 05-25 0.04 003 12.0-140 22.0-25.0 2030 -

YF316S 0.08 10 05-25 004 0.03 11.0-140 18.0-20.5 20-3.0 -

YF316LS 0.04 10 05-25 004 0.03 11.0-140 18.0-20.5 20-3.0 -

YF316JILS 004 10 05-25 0.04 003 11.0-16.0 18.0-205 1.2- Cul-

2.75 2.5
YF317LS 0.04 10 05-25 004 0.03 12.0-16.0 18.5-21.0 3.0-40 -
YF347S 008 1.0 05-25 0.04 003 9.0-11.0 19.0-21.5 - Nb8x
C-1.0
YF410S 0.12 1.0 1.0 0.04 0.03 0.6 11.0-13.5 0.5 -
YF430S 0.10 1.0 1.0 0.04 0.03 0.6 15.0-18.0 0.5 -

MNNNBLG YBIANTIN 7.46

® 2= adunanfivanandenduaiigign

AWS A5.22 E309LT1-1/4
JIS Z3323 YF309LC

A 5> 1] 4 U > v
711 7.38 fetnmadanldlandlanzmdnndransueu YF309LC
71 : YAWATA Welding Electrode, 2014
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Coremax SO9LP

AWS A5.22 E309LT1-1/4 Stainless Steel
e 2292 wEanor |
IS EoES TEI0aLe: Flux Cored Wire
OEEmE]
Characteristics and Applications N Welding Position &

e F K K K K K K K K K K KK K K K Kl

For all position operation flux cored wire for joining similar 309L alloy or joining 300 series
stainless steel to carbon or low alloy steels. It is also recommended for use as the first
layer in a single or multilayer surfacing of non-alloy steels to give a 304L deposit.

Typical Mechanical Properties of Weld Metal

P 0 e SO G R N DR G S T S RS N R R 0 S TS L A L T IS R O L R Y

> Shielding Gas — 100% CO., Mixture of 20-25% CO.

Typical Chemical Compostion of Weld Metal (WT%)

0.030 1.42 0.45 0.018 0.012 23.46 12.67

Recommended Welding Parameters

Voltage (Volt) 18-25 23-33 27-32
Current (Amp) 70-160 140-220 200-300
Spool (Kg) 5 125 125

A Y3 ' o v a = v U Yy A
3111 7.39 dedeauuzsgnanmadenldndndlanzmanndlSatiy YF309LC
77;1/7 : Leeden Powerweld Sdn Bhd, 2015

7.4 aaa1deN19M2989 (Gouging electrode) MaiTanimneiaciafiGeniud “maifing”
nnuMsdansemasaiielanzaandisniserinussmaden Jaadeniilivzuandeiain
dowia 1 1 Tasaadentszuamiaz il dumsisielanzusszdunseniniiee il
Tanzaanll Sedenmadoutsuanidn aadendanionzses Teasiinisadouazios
(Gouging machine) Tagtawz wiiaansaldfuaiosdonlninmluils fuanmannmadon
L?mﬁimLLazLﬂ?."imL%aumm‘iaﬂugﬂﬁ 7.40 (N) wa () MNAAL

madenmnzovidemans: Humadeniindannmaimansusuindauiuliy
uria Tnsechunanassdnzsznauludsman 1 Sussefuanfeiigamaniiduendnual
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Yeefee Mg mesasdalifinsimuninasueaninfidaiu wxfnuasalunw
AMuFBINIERIdHANLa uANUTENBAENIMEMNEBIMadansa e fuvEamlauiufii
1§ fia shaesmadenazgniadaudelansnasuasdadasmsliinsualiinldd uastaely
matlaafiuanaidi

AIALTRNLTILTO

WITDNLDZTDI

(n) nénmadontanzia (1) 1A3piiaNII2389 (Gouging machine)
511 7.40 ninmadenimnesaauazesoadaumnedas
77;‘(/7 : Thematech, 2016

madeunzsaaiinawuud (Hugisaurianas (Rod gouging carbon air) wazuuugag
Wriawu (Flat gouging carbon air) fauaaaluziil 7.41 (n) was () maudey Faudasuunfiasd
wmneunaliidenlfaudnsaranumneesduny lnsudassnaanumniedianuenwad
Futusiu Aevunailnlivasiianuenifianniu W 2ne @ aa anwen TEud 3.2 x 305 wa.
7.9 x 356 4. 138 25.4 x 432 (A Arcair ESAB) fasnaenanansnamaitonlugiil 4.42
winaatamuuzngRaalugLi 4.43

TaviznDIumaAdauRD (Copper—coated)

(n) MIATDNLILTDILLLLTINAN (2) DIATDLTNZIDILUUTUUY

pu | A ' o
7N 7.41 Yszianveadenanzsssmugnsesduain
7%/7 : ARCAIR ESAB, 2013
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A K2 T
UM 7.42 M19e19289
MIATDNLTZIDINN

YUNVDIHUAIN
77 : ARCAIR ESAB,
2014

Diameter 12mm

Diameter 10mm

Diameter 8mm

Diameter 7mm

Diameter 6mm

Diameter 5mm

Diameter 4mm

GEND  gyqfaudm§unnuidonin wrefog | 717 oo

AUUINGREATUNS
GEMINICHAMFERTRODE =~ | tumnidoninsing
a1awennilii CHAMFERTRODE lluaiaienniesnuuuiniiay N

dmTunuda mnzdeslanhidedldanse lumsnenfuhilimgmiven [ MNVUINYDAFUAIN

mlinnzanivnuenziesamuaa mazmiveusrhiaslimangn

- : - . M waztlhaemsdey
Tuvaven  mlimnenzsesazan Widdunuda  @nssesummidn )
i) aawaa agilifion 7141 : GEMINI, 2012
v
vauuzsinlumsdsvaanszua o nivanwdalany
uHuTg AN (1) wnanIAEeN | i uv'hj A3 lums
(1) (aamnls) 6 (B.30/17)
tHANNA AT M 12 2.6 130 7
EELL LT 12 32 190 105
wlnndnazym | 20 4.0 280 85
iminnmnzaim 25 5.0 350 8.5
W . o~ .. . & '
vauuzinlumsdsudanszuaamfuanuanziaes
. WOARIAOU nazuat ananilums
RINan oL (1) uonuls) 1312 (F.91./4171)
3 2.6 150 26
3 3.2 200 36
3 2.0 280 39
3 5.0 350 29

aszuarllvhnlyden

AC w39 DC=
VU /ANNUYTD (33L.)

2.6X300 | 3.2X350 | 4.0X350 | 5.0X350

szl shaargaga @owd) | 130-150 | 190200 | 200280 | 280-350
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nnfldnaniliieduiaaideummeiosdaifinsmnuanasguiduniams
fhgtuezdenlfnumuiuuniesdudadudfoy uidmiuditianudsmayniad
Uszaumsaismumadonmnesasionusulasuihismadenluldmuanumnsan Tneld#
gidenmnaldlfduusihlinnlezaumsalumahau dmiuliimuanssualiidauamnssas

ANVUAVDIRIALTDNAILFAILUANTIN 7.47

A o o o =y o = J
M1INN 7.47 A LLuz‘Ll”lﬂﬁ]ﬁ]Elﬂ”litﬁﬂﬂﬁl“liﬁ’)m‘lmm"ﬂ’]ziﬂﬂ
77;1/ 7: WEST WELD —Parameter Selection of Carbon Air Gouging Electrode, 2019

3 150-180
4 150-200
5 150-250
6 180-300
wuuLdunan (Rod) 7 200-350
8 250-400
9 350-450
10 350-500
3x12 200-300
4x12 200-400
5x10 300-400
wuuLduuLu (Flat) 5x12 350-450
5x15 400-500
5x18 450-550
5x20 500-600

mMasmvua s IvsImadeniiedumsaiansiuazanudnlafaununviin
waznsdenldandionlitmanzanuazgnéas wisnaudumsimuansdeasmuaudond
ATNUIBIN SN BULAENYDILARZINATIIY INIZANAsTIMYBdLA Bz seinan Tudiaesnasgu

ANNIzAMUANIAIgIUAIAlE NI NNIAIg NIRRT undn DaudesiniTuaninis

WeuAsaiuniasgiudy 1 Binudliensasudmldnnuasgiu dmudeyaniniuansly

unGeuiinlionnihuuanldauiumnuaigiu ssiunasgundunisvsesensuiuly

gaamnssunadenludssnalnedudd sgnlinnissdudeyanifivsTevddmiudy

wumslunmafisuRssvisefnsiiudsanasgiuamalipnannuiasdoyadu 1 asli

QU



576 |
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W o U A
siiendwiunn 7

Acid cover flux — Wﬁﬂ‘ﬁWﬂﬂﬁ:mJﬁﬂﬁLﬂu
N30

All position — MaFanfiaansg L%E)%Jlﬁ‘l{]ﬂ
funisidan

AWS. Standard electrode — 41933 1UAN
YIANANNLTDNLTEN3TEEM

Basic cover flux — Wandwanviuafiafid
AN

Cellulise cover flux — Wﬁﬂﬁwaﬂﬁ:m]ﬁﬂﬁ
Tueaglos

Code — afiaieumudommuavaud
AZNINIFIU

Colour code electrode — SWaan 4 utiswiin
mndnIAIIM IS 3321

Composite rod — &AL EUAULLY
AAUATIUNENNILAN

Continuous wire feeding — M3ilautanain
[FonatasaLiing

Core wire composition — 1/531UB1ANEN
paunuaInlane

Dissimilar cover electrode — 8IAd11i5U
Fonlanzaeiia

Electrode cast iron — a9t andmuiion
Tanzwdnnas

Electrode classification — N13uUdUzLan
Winuinresmnion

Electrode cover flux — a’smﬁaﬂa:‘ﬁﬁ
aadndwaniiy

Electrode drying — m3avldanuiuaan
NNMIATN

Electrode drying oven — LaUmInLoN
Anmatlszseumna

Electrode filler rod — malavizitfpsuuy
UNILEUAT

Electrode filler wire — aalavizidosuuy
LduaIu

Electrode strip — aadoniinanwazisiy
R

Flat gouging carbon air — ALTDNLNIB
LULUNILLY

Flux core electrode — matpnTanstisiig
Wandegmalunsiduae

Gouging electrode — malanziioniingn
ONNIEINITUNIAALTZTBA

Jetting action — (HungAnasnfiunuadn
naeusinwand

JIS. Standard electrode — aatiiay
MnAIIUgAEMNIINTzINAdu

Military electrode — aandonfilFnuly
WNMINIALVNURNIEN N

Outer shielding flux core wire — 2 \Fou
Téandiendaufanaguaindouia
Portable electrode drying oven — tA18LUHIN
domamsiaamiiasliuido
Power ferrous — Hatnanaanladinaunt
Tundndafianunsa

Rutile cover flux — Wandwanvuuiinfiiug
Ina
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Self shielding flux core wire — o
Tansndindeudanaguluiimeins
Short circuit transfer — mm"’}ﬂia u‘?‘immsﬂ
Fanuuuaeloudaieg

Similar cover electrode — MIAAMSLLTBY
TanzafinLfennu

Solid rod — madpuduFuLULlNinuA

AIUNENTLAN

|577

Stabilizes arc — nihfiveaandfigeluns
p3nfianuainauenapauusTMI TN
Standard filler electrode — ¥1A331UAIA
doudwiumaiendsuiminagu
Welding consumable — mnalanzilfifisa
Tusesdenidunden
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$afl 1. sauenuthiindnessnides (Function of welding electode)
§iafl 2. vawendslemiveinaodemmuaunasueianiadoy
fiafl 3. peBLNEANNRINBYBIMTAIATBNLLY “Consumable”
§afl 4. ﬁlaa%mﬂﬁﬂwmma:mﬁﬂixﬂauﬁﬁwﬁmmmm%amﬁmﬂé’ﬂeﬁ (Elecrode cover flux)
fiafl 5. sauandeamauanieasdndudasatinfihanlinenvuunumalans wiewuanwi
yowlsndiwanfuanTasdain)
§iafl 6. 1NN HAzIRImAEBN SN 7 FaT]
- mm%auﬁuﬂé’n‘ﬁ (Covered electrode)
- mm%@mﬂﬁaa (Filler electrode)
- mm%aulﬁﬂé’m‘f (Flux core electrode)
— Madeuangsag (Gouging ekectrode)
fiafl 7. nihfvasndndlums Deoxidizer vanefisazls uasldmalanauaslulummdndwanii
fiafl 8. ssuenmauavasauinhifidesimsaumaiden ualigunsalas lslumsey
fiafl 9. RautlannumNeYeINIATaNMNINATTI AWS A5.1/A5.1M:2012 fadalyil
— mAdan E3010 — mATey E3013 — madew E3016
§iafl 10. vutaanaumineveImIALdaNMNINATIIL AWS A5.15/A5.15M:R2016 faseluil
—madeN ENi-CI - saaudan ENi—-CI-A - aaida3 ENiFeMn—CI
fiafl 11. 2autloanaminevesaaidonamaanasg JIS Z 3211-1991:R2008 faanlyil
- madlen E4310 — madian E4316 — madien E4327
fiafl 12. wuteanauminevesmadanmanasg L JIS Z 3221-1991:R2013 daanluil
- madew E308L - AT E309MoL - maidaa E309NbL
fiafl 13. sautlannaminevaamIadaumuanas L 1SO 2560:2012 dasalUil
- madlen E425B42H5 - miaudon E4910-P1 - adaudion ESS16-3M3
fiafl 14. vuteanaumineesaIaLdonmuINATEIL ISO 2560:2012 faaalyil
— madew E425B42H5 - madew E4910-P1 - madiaw ES516-3M3
fiafl 15. vutlannamanereInIAdaNmNINATTI AWS A.18/A5.18:2017 faralyil
- madlen ER70S-2 - maudas ER70S-7 - aaudos ER70S-1B
§infl 16. vutlaanauminevesmadonldndndunsgu AWS A.5.20/A5.20:2015 sl
—madleN E70T-1C - madlan E71T-IM - aaaudas E71T-12M
- mAdeau E7IT-12M - maden E70T-1C - maday E71T-5C
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1

P ' A A o ' = "o 4 A
AN 17. WUDNFIUNLKRNDUNULAZEIUN LW]ﬂﬁ’Nﬂu?JENa?ﬂL%aN@ﬂLLﬁﬂQiugﬂu

(n) madiauviunandivannen 98%Ni (1) madiaudunanduiannas 55%Ni

71 : YAWATA Welding Electrode, 2015
v § a § o A A o v &
finfl 18. aauenTeanmguuazszIiiauaIma s NTdaaTaniimuualiane [T

- YF309LC - YFW-A60EX -E316LKT0-3 -E307TX-11
- A4043-WY -A1070-BY - YGTS50 -YGWI11

- ER308LSi — FeC-GF - ENiFe-G49 - E4327
-E9018M -E7010-X -E7016 - E316JIL

v 2N o A 1 ' . )
fiaf 19. vsvenamaNALazTNYBIMIAETaNTN T8 (Gouging electrode) fauanalugLan

lagaziBan wisnuanwguaraINIsIAdsURIMIAMENaIuAIWaLIT

TavizNDIuLAILAdaURD (Copper—coated)

(7) MATDNLIILTDILLLUTINGN (1) DIALTDNLTIDILLUUNUIY
71 : ARCAIR ESAB, 2013
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