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EEENEMRERIINIES
NON ALLOY STEEL AND FINE GRAIN STEEL ELECTRODE

f g B4 - 1 2 p ISEE B SEBIETYPICAL MECHANICAL
et PR RRxE  AHeRUETERAPIE PROPERTIES OF DEPOSITED METAL R

EQUIVALENT WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION

SPECIFICATION POSITION CURRENT OF DEPOSITED METAL(%) \?S%E%E) ?Tﬁs*%\jlﬁpg g—[*(f ) ﬁ/ﬂ(:_j)ﬁ AAPLIEAIION

. ‘. . . /" 14 ACE= R
SH.J350 2550 | — DC(+) C: 0.018 Si: 0.25 Mn: 0.35 P: 0.009 _ 360 31 93 (20°C) Fﬁﬂ:ﬁﬁ%ﬁ&%ﬁﬁ’]&%
S: 0.013 For welding pure iron.
GB/T E4313 C: 0.08 Si: 0.30 Mn: 049 P: 0.023 . SRR MR RSN E AR LA .
SH.Ja21 25-5.0 AWS E6013 AC/DC(*) S: 0.012 415 515 33 90 (0) For welding normal carbon steel sheet structure.
GB/T E4313 C: 0.08 Si: 0.30 Mn: 049 P: 0.023 . SRR BRARAG A N S A S ARRA R SRS AIEZ R E &
SH421.01 25-50 AWS E6013 AC/DC(+) S: 0.012 415 515 33 90(0C) For welding sheet structure of low carbon steel (shipyard) and non-pressure pipe.
C: 007 Si* 027 Mn: 058 P: 0.022 IRERR A AN R AN FRMERINTE. AR, WE150%.
SH.J421Fe15 2.5-5.0 GB/T E4324 AC/DC(+) S: 0'015 o T T 360 460 30 55 (Fi& For welding normal carbon steel structure,on flat,f-fillet welding position,deposition
o efficiency 150%.
GB/T E4313 C: 0.08 Si: 0.25 Mn: 0.51 P: 0.023 . AT E&MBRIEE, £UERE, SFZETR.
SH.E6013 25-5.0 AWS E6013 AC/DC(+) S: 0.013 390 495 32 75(-20C) For welding carbon steel,welding on all position including V-down.
C: 0.08 Si: 0.24 Mn: 048 P: 0.023 o AT REBSREIRIRE.
SH.J422 2.5-5.0 | GB/T E4303 AC/DC(+) S: 0.018 405 475 28 85(-20C) For welding low carbon steel structure.
GB/T E4303 C: 0.08 Si: 0.24 Mn: 047 P: 0.018 . FF&EREPRIRBRNEDNIEE.
YSH.J422 25-5.0 NB/T E4303 AC/DC(+) S: 0.019 410 505 30 90(0C) For welding low carbon steel structure of pressure equipment.
C: 008 Si' 030 Mn: 048 P: 0.023 BJA22BUH RS B, NFEMEERE, BEIZEHT KA PRYE.
SH.J422D 2.5-5.0 | GB/T E4303 AC/DC(+) S: 0'019 o T T 400 490 31 73 (-20°C) J422’s improved product,stable mechanical properties,welding technonloy is
o welcomed by the majority of users.
C: 0.07 Si: 0.22 Mn: 0.48 P: 0.027 . FAT IR BRI RRARAR A SR E A B FIRD AR A —AREEHA o
SH422.01 25-5.0 GB/T E4303 AC/DC(+) S: 0.011 375 480 35 80(-20C) For welding normal sturcture of low carbon steel(shipyard).
GB/T E4319 C: 0.06 Si: 0.11 Mn: 045 P: 0.017 o AR E BN R INGE .
SH.J423 25-50 AWS E6019 AC/DC(+) S: 0.012 330 430 30 80 (-20C) For welding important low carbon steel structure.
GB/T E4310 C: 0.11 Si: 0.18 Mn: 0.65 P: 0.012 an° BT RIEMINE, SETIEE.
SH.E6010 2.5-5.0 AWS E6010 DC(*) S: 0.007 390 510 28 82(-30C) For root welding of carbon tube steel ,on V-down welding position.
. se . . =] k 2 R Y B4 A 4E
SH.J426 2550 | GB/T E4316 AC/DC(+) C: 0.07 Si: 0.45 Mn: 0.88 P: 0.019 395 495 33 130 (-30°C) H?%E?E'Jﬁﬁﬁﬁ%ﬂfﬂ*ﬁfiﬂ’]ﬁﬁmﬁ‘éﬂ_u’fiﬂo
S: 0.008 For welding important carbon steel ang low alloy steel structure.
NB/T E4316 C: 0.07 Si: 045 Mn: 0.88 P: 0.019 . IR E IR &R BINFIR R AR & S REH .
YSH.J426 2.55.0 GB/T E4316 AC/DC(+) S: 0.008 395 495 33 130 (-30°C) For welding carbon steel and low alloy steel structure of pressure equipment.




IRE & B M REBIETYPICAL MECHANICAL
PROPERTIES OF DEPOSITED METAL KA
APPLICATION

HATARAE RizE  ARAE  HRERBUFMSGIE
EQUIVALENT WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION

SPECIFICATION POSITION CURRENT  OF DEPOSITED METAL(%) ?gﬁ(gf&) *Tﬁs*%\iﬁpg g[*‘(f/) ﬁ/ﬁ(j)ﬁ

B2

SIZE(mm)

SH.J427 2550 | GB/T E4315 | A DC(+) C: 0.08 Si: 0.40 Mn: 0.87 P: 0.02 0N BEEENRBRAENNRS ERNEN.
/l S: 0.01 420 520 33 210 (-20C) For welding carbon steel and low alloy steel structure.
GB/T E4315 \I C: 0.08 S: 040 Mn: 0.87 P: 0.02 . JRHER 1R & PR RERSN AR R AR & & 5NEEH .
YSH.J427 25-5.0 NB/T E4315 DC(+) S: 0.01 420 520 33 210 (-20C) For welding carbon steel and low alloy steel structure of pressure equipment.
I . . . . fe= Jolalo iz W B 54T A A Y frby L i 4ok .
SH427 01 2550 | GBIT E4315 \ pc) | C: 008 Sit 040 Mn: 0.87 P: 0.02 420 520 33 0 (20°C) IR BAR AR A A AR SR SRR & S MZIEMMAELSH
/l S: 0.01 For welding carbon steel and low alloy steel structure(shipyard).
\I ER RN RS, —RRBEMESEHAR. HBIF. R EHhESHER
) . . C: 0.06 Si: 0.40 Mn: 0.80 P: 0.020 . HARRIR TR SZ RIS .
SH.J427Ni 3.2:50 / DC(+) S: 0.010 Ni: 0.30 360 480 30 110 (40°C) For welding low carbon steel, like shipbuilding, boiler, offshore platform, bridge,
| pressure container and some other structure working on moving board.
- \I C: 0.05 Si: 0.35 Mn: 0.80 P: 0.008 . ERTmEK R RS A REEE.
SH.J427CrCu 25-50 DC(*) S: 0.017 Cr: 0.51 Cu: 0.26 420 500 28 180 (-30C) For welding anti-seawater corrosion and anti-atmospheric corrosion steel.
: i : : 1 IRAZEH, HREBRNGENE, TR, AKX, BEEE150%.
GB/T E5024 C: 0.08 Si: 0.48 Mn: 0.90 P: 0.024 . EF TR, ) , )
SH.J501Fe15 3.2-5.0 AC/DC(+) | g: 901 465 555 29 75 (0C) For welding ship structures,bridges and general structural steels,on
AWS E7024 / . »
| flat,f-fillet welding position,recovery 150%.
. ‘. . . ERREREREBAAAR. DRNTIR, TAKR, BEHE180%.
SH.J501Fe18 4.0-5.0 GB/T E5024 AC/DC(+) C,' 0.08 'Si: 048 Mn: 0.90 P: 0.023 450 575 28 70 (0°C) For welding carbon steel and ship structure steel grade A&D,on
AWS E7024 S: 0.011 ! ; " o
/l flat,f-fillet welding position,recovery 180%.
\\l C: 0.08 Si: 0.30 Mn: 0.76 P: 0.022 . B 16Mn KRR E F AR A &N —AREEH.
SH.J502 25-50 | GBIT E5003 % AC/DC(+) S: 0.015 450 530 26 87.(0C) For welding 16Mn and low alloy structure with equal strength.
3E 2 A e AR KB
TB/T E5003-G \l C: 0.08 Si: 0.25 Mn: 0.75 P: 0.027 : ER TR RMREHEE @R, FI0MCUPTISRIEHIIIEE
SH.J502WCu 2.5-5.0 = AC/DC(+) X X . 435 535 26 43 (-40°C) For the welding of weatherproof railway locomotives and rolling stock, such as
GB/T E5003-G | S: 0.0110 W: 0.26 Cu: 0.30 09MnCuPTi steel structure
\l . ) . . RERRARANEENESSWEHN, W16Mn. 09MN2SiZ.
SH.J506 2.5-5.0 GB/T ES016 — AC/DC(+) C,’ 0.09 'Si: 0.38 Mn: 1.13 P: 0.023 445 565 26 152 (-30°C) For welding medium carbon steel and important low alloy steel structure,such as
AWS E7016 /l S: 0.008 ]
16Mn. 09Mn2S; etc.
GB/T E5016 \I C: 009 Si' 038 Mn: 113 P: 0023 RIERERETHTHINA AN EZNRE SN, W16MnTF.
YSH.J506 2.5-5.0 NB/T E5016 = AC/DC(+) e e o T 446 565 26 152 (-30°C) For welding medium carbon steel and important low alloy steel structure.such
ASME E7016 /| St 0.008 as 16Mn etc.
C: 0.08 S: 0.42 M : 0.97 P: 0.018 ﬂ—f‘ﬁ?*HF)‘Z?&E%%E"]E&%&1&'S@%ME"]ﬁr‘i‘?ﬁ (%%E%) °
SH.J506X 2.5-5.0 GB/T E5016 —f | AC/DC(+) . ! n 460 575 27 145 (-30°C) Carbon steel and low alloy steel welding electrode, special for the
AWS E7016 j S: 0.009 : "
welding position V-down.
GBI/T E5018 \I C: 0.08 Si: 0.41 Mn: 1.05 P: 0.018 . AT RERENIKE £ RNEENEHIEE.
SH.JS06Fe 2550 AWS E7018 % AC/DC(+) S: 0.011 465 570 28 160(-30C) High efficiency welding electrode for low alloy structure.




AE S B REBIETYPICAL MECHANICAL

BATITE REE  BARE  EREBERSIE o S SITED METAL -

EQUIVALENT WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION
SPECIFICATION POSITION CURRENT  OF DEPOSITED METAL(%)

B

SIZE(mm)

[ERRGEE  RRE R MEE APPLICATION
Y.P.(MPa) T.S.(MPa) E.L. (%) 1.V.(J)

GB/T E5018 C: 0.07 Si: 0.52 Mn: 1.28 P: 0.017 . RERRRREERESENMEN.
SH.E7018 2.5-5.0 AC/DC(+ g ]
AWS E7018 ™ s: 0015 455 550 29 142(-20C) For welding carbon steel and low alloy steel structure.
NB/T E5018 C: 007 Sit 052 Mn: 128 P: 0.017 JRIERE R EPNERINEEENRES S M.
YSH.E7018 2.5-5.0 GB/T E5018 AC/DC(+) e o o T 455 550 29 142 (-20°C) For welding low carbon steel and important low alloy steel structure of pressure
S: 0.015 )
ASME E7018 equipment.
. - ) . ATATERENEEE, mifR. JLUENRERE THERNNRGM.
SH.E7018-1 2550 | GB/T E5018-1 AciDC(+) | C: 007 Sit 0.41 Mn: 1.42 P2 0.012 440 560 30 | 80(45C) | Forwelding the high tensile steel like bridges,mill rolls and the steel
AWS E7018-1 S: 0.013 .
structure usd in low temprature.
GBIT E5015 C: 0.08 Si: 0.54 Mn: 1.20 P: 0.019 . SRR R 16MNEEER & S ML
SH.J507 2550 AWS E7015 DC(*) S: 0.009 435 540 28 145 (:30C) For welding carbon steel and low alloy steel,such as 16Mn,etc.
N . ) . . IR E LS PR R M ZEER A W
YSH.J507 2.5-5.0 NB/T E5015 l DC(+) Cj 0.08 Si: 0.54 Mn: 1.20 P: 0.019 425 540 28 145 (-30°C) For welding carbon steel and low alloy steel structure of pressure equipment,such
GB/T E5015 /l S: 0.009 as 16Mn etc
SH.ET015 2550 | GBIT E5015 ll DC) | o ooy, i 054 Mn: 105 Pr 0019 425 555 30 | 180(300c) | HEEBMEIGMNSERES S WL,
AWS E7015 /l - Y For welding carbon steel and low alloy steel,such as 16Mn,etc.
. BERERNAR16MNEFEER S NG, AT IHRN L.
GB/T E5015-G \I C: 0.08 Si: 0.54 Mn: 1.05 P: 0.019 . . .
SH.E7015H 2.5:5.0 AWS E7015-G DC(+) S: 0.009 Cr: 015 Mo: 0.10 470 580 28 150 (-30°C) fe(?{e\:/\/iilglgg;?r;veze:rbon steel and low alloy steel,such as 16Mn,etc,used in stress
\l C: 0.08 Si: 0.54 Mn: 1.20 P: 0.019 . IREERIRSR ., RIS SNE SRR
SH507.01 2550 GB/T E5015 DC(*) S: 0.009 425 540 28 145 (-30C) For welding low carbon steel. medium carbon steel and low alloy steel(shipyard).
GB/T E5015 C: 0.07 Si: 0.45 Mn: 1.00 P: 0.013 450 560 30 | 110 (:30°C) ARTHEEEFFNREN. ReSNEMNIETR.
SH.J507X 2.5-5.0 AWS E7015 I DC(+) S: 0.007 Special for carbon steel and low alloy steel on welding position V-down.
\I . - . . BT, B3R SEEE. EhESH. BIPEENBRESTERS.
- C: 0.07 Si: 0.45 Mn: 140 P: 0.012 .
SH.J507RH 3.2-5.0 2\;5\//; E?glg_g — DC(+) S 0011 ,1”, 052 : 440 565 32 135(-40°C) Extra low hydrogen,high toughness welding electrode for shipbuilding,bridge,pressure
/l T T contrainer boiler,etc.
NB/T E5015'G \I C: 008 Si: 042 Mn: 115 P: 0-017 Fﬁ{F‘ﬂGﬂE\ *ﬁ%\ %E%E\ Ejjg%%\ %l%*FE?%E"]E{&a%%ﬂ]‘&E%o
YSH.J507RH 2.5-5.0 | GB/T E5015-G Sy DC(+) S: 0.007 Ni: 050 420 565 32 120 (-40°C) Extra low hydrogen,high toughness welding electrode for shipbuilding,bridge,pressure
ASME E7015-G /l ’ ’ contrainer boiler,etc.
. GB/T E5015-G \l C: 0.08 Si: 042 Mn: 1.15 P: 0.017 . RTHRE. M. ENRR[REETIREMMNERE.
QSH.J507Ni 25-5.0 AWS E7015-G DC(*) S: 0.007 Ni: 0.75 430 585 30 155 (-40C) For welding bridges,shipbuliding,pressure vessels and sea engineering steel structure.
5§03 2550 | GB/T E5015-G \I Do) | G006 Si: 023Mn: 0.46 P: 0.016 410 550 o7 145 (2ig) | T 10CIMoAREK B IRAYIREE, 1AM TR MARNEEKBMNEIaR 2.
AWS E7015-G /l S: 0.010 C: 0.55 Mo: 0.42 Cu: 0.31 o For welding 10CrMoAl and other anti-corrosion-against-seawater steel structure.




ISE & AL BEHIETYPICAL MECHANICAL

Rz
APPLICATION

AT BRGNIMASEIRATUSKEHNES S MEmIEE.
For welding the low alloy steel structure belong to Cu-P system,and can be resist to
air and sea water corrosion.

AT IRHEEPIRRFA15MnTi. 15MnVERE £,

For welding medium carbon steel and low alloy steel,such as 15MnTi. 15MnV.

AT RERE R EPRIRRARAEREE RIS SREH, F2115MnTi, 15MnV,
For welding low carbon steel and low alloy steel structure of pressure equipment,such
as 15MnTi,15MnV.

EBRTENER. HRERGFIIREE.

For welding the pressure vessels,bridges and sea engineering.

RETEREAES40CUT, ARLE. W 8, BRERE. EEMARTERMN
BaWE, MRPEE. AEEERRE. KIERENERSEES.

For welding the Aluminized steel structure in such corrosive medium as hydrogen
sulfide,sulfur,ammonia,ammonium bicarbonate,for example,the oven tube,oil refining
equipment,chemical fertilizer equipment,and steam pipe.

BUTHRAE IR E LR BERERUERSHE
EQUIVALENT WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION ;HR;;RT'? ﬁ';;ﬁpoi;;'? META; =
SPECIFICATION POSITION CURRENT OF DEPOSITED METAL(% B R VA = 5
(%) YP(MPa) TS.MPa) E.L. (%) LV.J)
_ _ ‘ C: 0.06 Si: 0.35 Mn: 1.05 P: 0.10 o
SH.J507CuP 25-5.0 | GB/T E5015-G /| DCH) | 5 0010 Gu: 082 460 560 30 80 (&8
GB/T E5515-G \I C: 0.07 Si: 0.62 Mn: 1.42 P: 0.016
SH.J557 2.5-5.0 £ DC(+ —
AWS E8015-G ™) S: 0.005 475 585 30
NB/T E5515-G P I . - . :
YSH.J557 25-5.0 | GB/T E5515-GP > DC(+) g; 8'835 Si: 0.62 Mn: 1.42 P: 0.016 475 585 30 | 110(-30C)
ASME E8015-G /| - O
\I C: 0.05 Si: 0.50 Mn: 1.32 P: 0.022
SH.J557RH 2550 | SBT ESSIS-GP e DC(+) | S: 0.007 Ni: 0.01 Cr: 0.05 Mo: 0.001 490 580 28 | 119(-40°C)
AWS E8015-G /| V' 0,006
GB/T E5515-G \l C: 0.08 Si: 0.21 Mn: 0.67 P: 0.020 .
SH.J557SLA 2550 | aws E8015-G DCM) | s: 0,007 Cr: 543 Mo: 053 V:0.27 470 570 25 180 (20°C)
GBIT E5518-G \I C: 0.08 Si: 0.28 Mn: 1.15 P: 0.020 .
SH.E8018-G 2550 | Avs ESO18.G ACIDC() | & 5015 485 580 25 | 100 (-40°C)

RFERR. BN FiH. By, HSHERIENEEESE, UREEXEELE.
For corner and overlap seam welding used in bridges,constructions,ships,pressure
vessels and pipes.




SIS
HIGH TENSILE STRENGTH STEEL ELECTRODE

RE S B REBIETYPICAL MECHANICAL
PROPERTIES OF DEPOSITED METAL R

ERREE mhERE ERE HEE APPLICATION
YP(MPa) TS.MPa) E.L. (%) LV.(J)

HATHRE
EQUIVALENT
SPECIFICATION

BIENE  ARAE HAEERUERSHIE
WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION
POSITION CURRENT OF DEPOSITED METAL(%)

B

SIZE(mm)

GB/T 32533 E5916-3M2 P C: 0.08 Si: 0.57 Mn: 1.55 P: 0.024 . BT REREEFRNEES S MEWIIERE, I115MnVNE,
SH.J606 2.5-5.0 AWS A55 E9016-G AC/DC(+) S: 0.009 Mo: 0.37 545 645 25 140 (-30C) For welding medium carbon steel and low alloy steel structure,such as 15MnVN etc.
NB/T 47018.2 E5916-G P \l C: 008 Si: 057 Mn: 155 P: 0.024 RTEREREPHPRNEANEEFRIRE SNEWIRE, M15MnVNF.
YSH.J606 2.5-5.0 GB/T 32533 E5916-3M2 P | &=— AC/DC(+) S: 0'009 l\/.lo'-O 37 o T 545 645 35 140 (-30°C) For welding medium carbon steel and low alloy steel structure of pressure
AWS A5.5 E9016-G /l S T equipment,such as 15MnVN etc.
GB/T 32533 E5915-3M2 P \l C: 0.08 Si: 0.31 Mn: 1.47 P: 0.021 . AT hikiR R B R SR F R IR G S INEHMANIREE, a0 15MnVNE.
SH.J607 2.5-5.0 AWS A55 E9015-G DC(+) S: 0.007 Mo: 0.38 540 625 26 127(-30C) For welding medium carbon steel and low alloy steel structure,such as 15MnVN etc.
NB/T 47018.2 E59.5-G P \I C: 0.08 Si* 031 Mn: 147 P 0.021 RTEEREPHPRNEEMEESF RIS SNEWRRE, M15MnVNF.
YSH.J607 2.5-5.0 GB/T 32533 E5915-3M2 P | == DC(+) S: 0'007 Mo’ -O 38 o T 540 625 26 127 (-30°C) For welding medium carbon steel and medium alloy steel structure of pressure
AWS A5.5 E9015-G /l T T equipment,such as 15MnVN etc.
. GB/T 32533 E5915-G P \I C: 0.08 Si: 0.47 Mn: 145 P: 0.019 . ATHEMEEFRNIKE NG,
SH.JBO7Ni 2.5-50 AWS A5.5 E9015-G DC(*) S: 0.011 Ni: 1.49 Mo: 0.35 580 680 25 65 (-40C) For welding same tensile strength low alloy steel structure.
= Ze o ISR BB IR S S MR
SH.JB07RH 2550 | SBITES9SGP \I pe) | SF 008 Si: 040 Mn: 1.51 P: 0022 575 660 25 | 87(-40C) Sfﬂgﬁmdsrgog: o h%ﬁmhar?;%l&\iaitﬂ riefqe:c/;t\rodes for 590Mpa crackless
: o AWS E9015-G S: 0.009 Ni: 1.01 Mo: 0.28 ydrogen,high toug 9 ' P
/ | steel for pressure vessels.
GB/T 32533 E6915-G P \I C: 0.08 Si: 0.32 Mn: 1.80 P: 0.022 . JRIEER R E FRMNR S SN
SH.J707 2:5-50 AWS A5.5 E10015-G DC(*) S: 0.011 Mo: 0.43 610 710 24 75(:30C) For welding same tensile strength low alloy steel structure.
. GB/T 32533 E6915-G P \I C: 0.07 Si: 0.34 Mn: 1.45 P: 0.020 . ERTHEREEFRNIRE SR RNEN.
SH.J707Ni 2.5-5.0 AWS A5.5 E10015-G /l DC(*) S: 0.010 Ni: 1.72 Mo: 0.38 680 770 20 82(-50C) For welding the same level of high tensile low alloy steel.
GB/T 32533 E7815-G P \l C: 0.05 Si: 0.27 Mn: 1.50 P: 0.015 . FEMAT14MnMoNbBIA R AR M H EIR A &NIEE.
SH.J807 2550 | AwsA55 E11015.G /| DC() | s 0010 Ni: 1.80 760 860 19 | B0(®®E) | Eor welding 14MnMoNbB steel and other low alloy steel.
SH.J857 2550 | GBIT32533 EB315-GP \l pcw) | Ci 011 Sit 0.53 Mn: 167 P: 0.017 RTHEEEFRIRE S NEWRIRE.
’ - AWS A55 E12015-G /l S: 0.005 Mo: 0.86 840 910 19 - For welding the same level tensile strength low alloy steel structure.
GB/T 32533 E8315-G P \l C: 0.10 Si: 0.37 Mn: 1.85 P: 0.015 AT HEMEEFRIRE S MR,
SH.J857Cr 25-5.0 AWS A55 E12015-G DC(+) S: 0.008 Cr: 0.85 Mo: 0.55 V:0.06 860 950 18 - For welding the same level tensile strength low alloy steel structure.
4 S cEIEAN, TR R 2 4 B TR L 4
SH.J857CINi 32.50 | GB/T32533 E8315-G >I pc+) | & 006 Si: 035 Mn: 1.60 P: 0.014 845 950 19 | 63(-50C) i?ﬁi?ﬁﬂt;ﬂ:ﬁuiifq mﬁigiﬂgfﬂ’veﬁzgi:ﬂf@iﬁfﬂm?ﬁﬂﬂ of
: i AWS A55 E12015-G /| S: 0.009 Ni: 2.02 Cr: 0.75 V:0.01 _ ng P : 9
high tensile strength steel structure.
' C: 0.07 Si: 0.31 Mn: 1.92 P: 0.015 - -
A FEZNHERESES i3 i3
SH.J107 25-5.0 GB/T 32533 E9815-G P > DC(+) S: 0.009 Ni: 2.19 Cr: 0.98 940 1080 14 45 (-20°C) m:]:*ﬁﬁ.ﬁr;‘%'&mﬁf:ﬁﬁg&&ﬂqu&
Mo: 0.84 V:0.07 For welding same tensile strength low alloy steel structure.

10



HATHRE
EQUIVALENT
SPECIFICATION

B

SIZE(mm)

IR E
WELDING
POSITION

AR

TYPE OF
CURRENT

IR G B EBIETYPICAL MECHANICAL
PROPERTIES OF DEPOSITED METAL

[ERRGEE  RRE AR MEE

REERUFRSHIE
TYPICAL CHEMICAL COMPOSITION
OF DEPOSITED METAL(%)

Rz
APPLICATION

SH.J107Cr 3.2-5.0 GB/T 32533 E10015-G P

DC(+)

YP(MPa) TS.MPa) E.L. (%) LV.4J)

C: 0.09 Si: 0.55 Mn: 1.80 P: 0.018

S: 0011 Cr: 1.75 Mo: 0.61 V:0.10 970

1100

AoBINIES
HEAT RESISTING STEEL ELECTRODE

RTHRMEEFRNITAESREMMER.

For welding same tensile strength low alloy steel structure.

IRE & BHIMIEREBIETYPICAL MECHANICAL

Rz A
APPLICATION

AT IEREAES10°C AT MBRSL AT AN A IR HE (2115Mo%) o
For welding pearlite heat-resistant steel working temperature below 510°C, such
as 15Mo,etc.

AT ITEREES10 CLUTRIZRIL AT A SRAYIRIE (4115MoF) .
For welding pearlite heat-resistant steel working temperature below 510°C, such
as 15Mo,etc.

AT ILERE 510 CLUT IR A SRAY IR (4n12CrMo%H) .
For welding pearlite heat-resistant steel working temperature below 510°C, such
as 12CrMo,etc.

AT IIEREES40C AT BBk SL AT AN A IEEE (J115CrMo%) «
For welding pearlite heat-resistant steel working temperature below 540°C, such
as 15CrMo,etc.

AT ITIEREES40C AT BB LA IR AY IR (3115Mo%) -
For welding pearlite heat-resistant steel working temperature below 510°C, such
as 15Mo,etc.

AT ILIEREE540°C AT HIBR SR AR BV IEHE (A112CrMoVE) .
For welding pearlite heat-resistant steel working temperature below 540°C, such
as 12CrMoV,etc.

BT ILEREES70°C AT BB SR AR BT IEHRE (A115CrMoVE) .
For welding pearlite heat-resistant steel working temperature below 570°C, such
as 15CrMoV,etc.

AT ILEEEE570°C LU T BBk I SR A K1 (J15CrMoVE) .
For welding pearlite heat-resistant steel working temperature below 570°C,such
as 15CrMo V, etc.

p HITERE RN E R  BREERAFRSOE
IR
Slz%g;m) EQUIVALENT WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION g;;;;m'ifﬁz;gog;? MET@;ﬁE
SPECIFICATION POSITION CURRENT OF DEPOSITED METAL(? i3 UL SR [E 2 J
(%) YP(MPa) TS.(MPa) EL (%) LV.(J)
SHETO1BA] GB/T5118  E5018-A3 \I C: 0.068 Si: 0.31 Mn: 0.69 P: 0.016 )
- 2550 | ASME SFA-5.5 E7018-Af Y | ACIDCH) | s: 0.009 Ni: 0.49 450 530 29 | 20(00)
NBIT470182 E5015-1M3 | _ N , ,
YSH.R107 2550 | GBT5118  E5015-1M3 ; DC(+) g: 8'8‘154 S,'\;IOQ'%OSQ"”' 0.80 P: 0.016 475 560 29 174 (20°C)
ASME SFA-5.5 E7015-A1 / | - O - O
NB/T 470182 E5515-CM \I C: 0.06 Si: 0.12 Mn: 0.78 P: 0.021 .
YSH.R207 2550 | GRT5118  ES515CM DC() | 5! 0012 Mo: 056 Cr: 055 505 585 24 | 157(20C)
NBT470182 E55151CM I , N . ,
YSH.R307 2550 | GBT5M8  E55151CM > DC(+) | g 900 S 082 Mn: 0.67 Pr 0023 540 620 23 | 179 (20°C)
ASME SFA-55 E801582 | |/ | e R
GB/T5118  E5518-1CM \I C: 0.07 Si: 0.35 Mn: 0.75 P: 0.014 .
SH.E8018-B2 2550 | oo oiD T acoc) | S 30T St 098 Ma: 078 465 590 21 | 162(20C)
NB/T 470182 E5515-1CMV \I C: 0.06 Si: 0.23 Mn: 0.68 P: 0.018 )
YSH.R317 2550 | GpTs118  E5515-1CMV DC() | 5. 0010 Mo: 052 Cr: 1.06 V: 0.26 530 645 23 173 (20C)
C: 0.07 Si: 0.17 Mn: 0.89 P: 0.023
NB/T 470182 E5515-1CMWV \I . : . ) .
YSH.R327 2.5-5.0 GBT5118 E5515-1CMWV DC(+) \?V 0603112 Mo: 0.79 Cr: 1.13 V: 0.26 530 635 20 161 (20°C)
C: 0.06 Si: 0.35 Mn: 0.70 P: 0.016
NB/T 470182 E5515-1CMVNb \I : - - ) .
YSH.R337 3250 | o aroio? SIS DC(+) 2605112 Mo: 0.86 Cr: 110 V: 0.26 540 655 21 180 (20°C)
\I C: 0.06 Si: 0.13 Mn: 0.90 P: 0.014
YSH.R347 2550 | NBT470182ES5152CMME | ¥ DC(+) | S: 0.010 Mo: 048 Cr: 1.83 V: 0.36 530 630 23 180 (20°C)
GBT5118 E5515:2CMWVB /| W- 037 B- 0.003

11

AT IIEREE620°CIA THIE N BBk LA AR EIR I,

For welding pearlite heat-resistant steel working temperature below 620°C.

12



HATIRAE

4Z
Bf2 EQUIVALENT

R E
WELDING

IR

TYPE OF

IRE G B EBIETYPICAL MECHANICAL

BHE R BIE PROPERTIES OF DEPOSITED METAL

TYPICAL CHEMICAL COMPOSITION

Rz
APPLICATION

FAFCr2.5Mo 2Bk F AT R A IR .
For welding Cr2.5Mo type of pearlite heat-resistant steel.

P CroMoF kS i FA SRR o

For welding pearlite heat-resistant steel, such as Cr5Mo.

FFCr2 5SMo2BR A AR IR BRI .

For welding Cr2.5Mo type of pearlite heat-resistant steel.

AT IEREE620°C AT HIAE R RIER S (AT SR ATIEIE. 2112Cr3MoVSITiB.
For welding pearlite heat-resistant steel working temperature below 620°C. such
as12Cr3MoVSiTiB steel.

T 1EHECroMoiit R L5 BT e BB .
For welding the Cr9Mo heat-resistant steel structure and Superheater tubes.

AT A 7EM 80 1Cr10MoVNDN R HGR N TO1/P9 1484,
For welding of supercritical steam turbine ZG1Cr10MoVNbN and heat resistant
steel T91/P91 .

SIZE(mm) ERREE MAEE  EE=R AEE
SPECIFICATION POSITION CURRENT OF DEPOSITED METAL(% 3 3
(%) YP(MPa) TS.MPa) EL. (%) ILV.(J)
NBIT470182 E6215-2C1M .
C: 0.06 Si: 023 Mn: 0.72 P: 0.016
YSH.R407 2550 | GBT518  E62152C1M DCH) | s: 001 Mo 005 Gr: 919 605 690 19 | 1840%c)
ASME SFA55 E9015-B3 e e e
GBT518  E6018-2C1M C: 007 Si: 035 Mn: 075 P: 0.013 .
SH.E9018-B3 2550 | WS SFA55 E62162C1M ACIDC(*) | 57 00011 Niz 1.05 Cr: 2.26 Al: 0.004 575 675 20 | 167(20C)
C: 0.06 Si: 0.32 Mn: 0.83 P: 0.013
NB/T E5515-2CMVNbD : : : , .
YSH.R417 2550 | NI ESOISZOMUND C(¥) | S: 0012 Mo: 092 Cr: 272 V: 035 560 645 19 | 150 (20C)
Nb: 0.51
C: 008 Si: 026 Mn: 0.72 P: 0.018
NBIT E5515-5CMV . : . . _
YSH.R507 2550 | por S ool C(+) | S:0009 Mo: 0.58 Cr: 571 V: 020 520 610 25
Cu: 0.06
. 0. i: 0.40 Mn: 0. P: 0.01
YSH.R707 2550 | GBIT5118 E6215-9C1M DC(+) g ggfg f/llo-oogs o 098250 0.018 550 680 20 —
C: 009 Si: 022 Mn: 0.60 P: 0.009
GBIT518  E6215-9CIMV S: 0.006 Mo: 095 Cr: 920 V: 0.20 .
YSH.R717 2550 | ASME SFA-55 E9015-89 DC(*) | Nb: 0.04 Cu: 0.02 Al 0.004 N: 0.03 620 720 20 60(20C)
Mn+Ni-1.26
RIRNESE

LOW TEMPERATURE STEEL ELECTRODE

IRE & BHIMEREBIETYPICAL MECHANICAL

Rz
APPLICATION

JE$£-70°C T1ERI0OMN2V, 09MnTiCuRet.
For welding 09mn2V, 09MnTiCuRe steel working temperatuer in -70°C.

J&4%-70°C TYERI09MN2V. 06MnVAIFN3.5NifH
For welding 09Mn2V, 06MnVAI and 3.5Ni steel working in -70°C.

J2$E-100°'C TIERI3.ENIF R & S MLE.

For welding 3.5Ni low alloy steel under tempeerature -100°C.

y HITHRE IRIENE HRLRE BHEEHMERSHE
~s IL
SIZ%(‘fnm) EQUIVALENT WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION EPH'E%P;RTEQ%DJEPO%;? META; =
SPECIFICATION POSITION CURRENT 8 g OmREE ¢ J
QIF IEROSIED ISTAH() YP(MPa) TS.MPa) EL.(%) LV.(J)
GBIT 5117 E5015-G P \I C: 0.07 Si: 0.22 Mn: 0.95 P: 0.013 .
SH.W707 2550 | Suc s oo /| DCH) | < 0008 Ni- a1 450 560 23 67 (-70°C)
. GBIT 5117 E5515-N5 P \I C: 0.07 Si: 030 Mn: 1.11 P: 0.012 .
SH.W707Ni 25-5.0 ANS ABS EoEC] DC) | S 0010 Ni- 565 495 585 24 55 (-70°C)
GBIT 5117 E5515-N7 P C: 0.040 Si: 0.25 Mn: 0.85 P: 0.013 .
SH.W107 2550 | AwsA5.5 E7015-C2L DC(*) | s: 0006 Ni: 3.52 450 550 31 60(-100C)
_ GB/T 5117 E5015-G P C: 0.06 Si: 0.25 Mn: 0.50 P: 0.012 .
SH.W107Ni 2550 | avc s Er015G DCH) | S 0008 Ni: 512 455 560 19 68 (-100°C)

J&4%Z06AINbCuUN. 06MnNbF3.5Ni%N .
For welding 06AINbCuN, 06MnNb and 3.5Ni steel.

13
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S
STAINLESS STEEL ELECTRODE
BE & B M BEFMETYPICAL MECHANICAL

PROPERTIES OF DEPOSITED METAL RZH
APPLICATION

HATIRAE
EQUIVALENT
SPECIFICATION

BEAE  AREE  ARESRUERSHIE
WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION
POSITION CURRENT OF DEPOSITED METAL(%)

B

SIZE(mm) R B IR :ES HEE

GB/T E308L-16

N

C: 0.03 Mn: 159 S: 0.011 P: 0.029

T.S.(MPa)

570

E.L. (%)

47

LV.(J)

JE$£00Cr19Ni9, OCr19NI11TIAEHIN.
For welding stainless such as 00Cr19Ni9,00Cr19Ni11Ti.

570

47

J23E00Cr19Ni9, OCr1ONI11TIA .
For welding stainless such as 00Cr19Ni9,00Cr19Ni11Ti.

540

49

i & 41 7 54NIR 4%, 1RIE00Cr19Ni9, OCr19NI11TIAREE .
Red resist stainless steel electrode,for welding stainless steel such as
00Cr19Ni9,00Cr19Ni11Ti.

555

40

33 (-196°C)

J2#E00Cr19Ni9, OCr1ONIMTIAEEN, 7E-196°'C i RFHIHMYE, EF FLNGHEER
EiE.

For welding 00Cr19Ni9,0Cr19Ni11Ti stainless steel,it has good toughness under
-196°C,suitable for LNG tanks and pipes.

630

48

IEEEEMBIRIRNE 02 S8 ERI0CHONIM TIRL 454
For welding the 0Cr19Ni11Ti stainless steel with super low carbon,corrosion-resistant
and stable Ti.

550

51

RIEER LB REN. EEMMEHNE,

For welding same type of stainless steel ,combined steel,and dissimilar steel.

550

51

BIEEERBHAEN, E4RMEFHNE,

For welding same type of stainless steel ,combined steel,and dissimilar steell.

540

45

T R LA FNIRE, RIFAFERBNTEN. E5RNEMIRE.
Red resist stainless steel electrode,for welding the same type of stainless steel,combined
steel,and dissimiar steel.

540

45

33 (-196°C)

AIIEHE-196 CRBIKIR T ARIR I3 16L K B R A BN E B R -

For welding 316L stainless steel pipe system under -196°C extra low temperature service.

615

35

SRIEER BB IR MR RN,

For welding same type of extra carbon stainless steel and dissimilar steel.

ASME E309L-16

Cu: 0.07

SH.A002 2.0-5.0 E— ACIDC(+) | Si: 026 Cr: 2033 Ni: 9.34 Mo: 0.04
AWS E308L-16 /| o s
NB/T E308L-16 N C: 003 Mn: 1.59 S: 0.011 P: 0.029
YSH.A002 2550 | GBI/T E308L-16 £ ACIDC(+) | Si: 0.26 Cr: 20.38 Ni: 9.34 Mo: 0.04
ASME E308L-16 / | Cu: 0.15
NB/T E308L-16 W C: 0038 Mn: 147 S: 0.009 P: 0.030
YSH.A002A 2550 | GB/T E308L-16 L ACIDC(+) | Si: 0.64 Cr: 19.59 Ni: 945 Mo: 0.04
ASME E308L-16 /| Cu: 0.27
NB/T E308L-16 N C: 0034 Mn: 201 S: 0.009 P: 0.024
YSH.A002LT 2550 | GBT E308L-16 L ACIDC(+) | Si: 0.57 Cr: 1860 Ni: 9.85 Mo: 0.04
ASME E308L-16 J | Cu: 0.04
\I C: 0.05 Mn: 149 S: 0.01 P: 0.027
SH.A002Nb 2560 | — £ — Si: 067 Cr: 19.92 Ni: 9.72 Mo: 0.04
AC/DC(+
/| ™)1 Cu: 01 Nb+Ta: 0.43
GB/T E316L16 N C: 0034 Mn: 136 S: 0.009 P: 0023
SH.A022 2550 L ACIDC(+) | Si: 027 Cr: 1823 Ni: 11.75 Mo: 245
AWS E316L-16
/| Cu: 0.06
NB/T E316L-16 N\ C: 0034 Mn: 136 S: 0.009 P: 0023
YSH.A022 2550 | GBT E316L-16 £ ACIDC(+) | Si: 027 Cr: 1823 Ni: 11.75 Mo: 245
ASME E316L-16 S | Cu: 0.06
NB/T E316L-16 N C: 0032 Mn: 152 S: 0.008 P: 0.027
YSH.A022A 2550 | GBT E316L-16 £E— ACIDC(+) | Si: 0.68 Cr: 18.84 Ni: 12.03 Mo: 2.38
ASME E316L-16 /| Cu: 0.06
NB/T E316L-16 W C: 0028 Mn: 198 S: 0.008 P: 0.024
YSH.A022LT 2550 | GBT E316L-16 e ACIDC(+) | Si: 0.54 Cr: 18.02 Ni: 13.20 Mo: 2.18
ASME E316L-16 /| Cu: 0.06
NB/T E309MoL-16 W C: 004 Mn: 1.77 S: 0011 P: 0.018
YSH.A042A 2550 | GBT E309MoL-16 £ ACIDC(+) | Si: 0.65 Cr: 22.89 Ni: 13.33 Mo: 2.55
ASME E309MoL-16 / | Cu: 0.06
N C: 004 Mn: 1.53 S: 0010 P: 0.025
SH.A062 2050 | OB/ ES09L-16 e AC/DC(+) | Si: 0.31 Cr: 24.10 Ni: 12.46 Mo: 0.01
AWS E309L-16 /| ,
Cu: 0.07
NB/T E309L-16 N C: 004 Mn: 1.53 S: 0.010 P: 0.028
YSH.A062A 2550 | GBT E309L-16 7| ACIDC(+) | Si: 0.71 Cr: 24.10 Ni: 1246 Mo: 0.01

535

47

RATHEIXENIHER. EENERMNEE.

For welding same type of stainless steel ,combined steel,and dissimilar steel.

15

LEESHAOB2B EIFHYGET Z 1448 ATHEXENIHEN. EEMESFMIRIEE,
Better welding process perforance,for welding the same type of stainless steel,combined
steel and dissimilar steel.




BEE

SIZE(mm)

HATIRAE

EQUIVALENT

SPECIFICATION

IR E RAE
WELDING TYPE OF
POSITION CURRENT

BRERUFEMSGIE
TYPICAL CHEMICAL COMPOSITION
OF DEPOSITED METAL(%)

IRE & B REBIETYPICAL MECHANICAL

N | C: 0.05 Mn: 151 S: 0.009 P: 0022
SH.A102 2050 | GBIT E308-16 A ACIDC(+) | Si: 043 Cr: 1961 Ni: 952 Mo: 007
AWS E308-16 Y | oL
u: 0.14
NB/T E308-16 \I C: 0.05 Mn: 151 S: 0.009 P: 0.022
YSH.A102 2550 | GB/T E308-16 L — AC/IDC(+) | Si: 0.43 Cr: 19.61 Ni: 952 Mo: 0.07
ASME E308-16 /| Cu: 0.14
NB/T E308-16 \I C: 0.05 Mn: 143 S: 0.008 P: 0.028
YSH.A102A 2550 | GB/T E308-16 £ AC/IDC(+) | Si: 0.64 Cr: 19.79 Ni: 948 Mo: 0.02
ASME E308-16 J | Cu: 0.08
NB/T E308-15 \I C: 0.07 Mn: 1.72 S: 0.010 P: 0.028
YSH.A107 2550 | GB/T E308-15 E— DC(+) | Si: 0.33 Cr: 19.68 Ni: 9.30 Mo: 0.03
ASME E308-15 /| Cu: 0.15
NBIT E347-16 \I C: 0.06 Mn: 1.78 S: 0.008 P: 0.026
YSHA132 2550 | GB/T E347-16 £ — AC/IDC(+) | Si: 0.34 Cr: 1972 Ni: 970 Mo: 0.01
ASME E347-16 / | Cu: 0.07 Nb+Ta: 0.54
NBIT E347-16 \I C: 0.05 Mn: 149 S: 0.010 P: 0.027
YSH.A132A 2550 | GBIT E347-16 L — AC/IDC(+) | Si: 0.67 Cr: 19.92 Ni: 972 Mo: 0.04
ASME E347-16 / | Cu: 0.10 Nb+Ta: 0.43
NB/T E347-15 \I C: 0.06 Mn: 1.77 S: 0.009 P: 0.025
GB/T E347-15 — Si: 0.23 Cr: 19.87 Ni: 9.84 Mo: 0.07
YSH.A137 2.55.0 DC(+
ASME E347-15 |/ | ®) | Ci: 023 Nb+Ta: 054
NBIT E316-16 \I C: 005 Mn: 149 S: 0.012 P: 0028
YSH.A202 2550 | GB/T E316-16 — AC/IDC(+) | Si: 047 Cr: 1877 Ni: 11.74 Mo: 2.31
ASME E316-16 /| Cu: 0.11
NBIT E316-15 \I C: 005 Mn: 1.71 S: 0.01 P: 0.03
YSH.A207 2.5-5.0 GB/T E316-15 S DC(+) Si: 0.25 Cr: 18.32 Ni: 11.82 Mo: 2.2
ASME E316-15 / | Cu: 0.35
NB/T E318-16 \I C: 0.06 Mn: 1.8 S: 0.01 P: 0.024
YSH.A212 2550 GB/T E318-16 S AC/DC(+) Si: 0.4 Cr: 18.36 Ni: 11.82 Mo: 2.34
ASME E318-16 /| Cu: 0.13 Nb+Ta: 0.58
\I C: 0.05 Mn: 1.7 S: 0.011 P: 0028
SH.A222 2050 | GBIT E317MoCu-16 E— ACIDC(+) | Si: 047 Cr: 19.87 Ni: 13.35 Mo: 2.15
/ | Cu: 14
\I C: 0.06 Mn: 1.82 S: 0.008 P: 0.029
SHA232 2550 | GBIT E318V-16 E— AC/IDC(+) | Si: 0.49 Cr: 18.88 Ni: 13.24 Mo: 2.1
/| Cu: 0.05 V: 0.41

17

PROPERTIES OF DEPOSITED METAL I~}
Bt B 58 B IR MEE APPLICATION
T.S.(MPa) E.L. (%) 1.V.(J)
595 47 _ RETIEREIRT300°CHIAL IHAICI19NI9. OCHONITI TIAR AR,
For welding stainless steel 0Cr19Ni11Ti working temperature below 300°C.
595 47 . 1R TIERE K T300°Clit @ iMAICr19NI9. OCr1ONIM1TIA 54N .
For welding stainless steel 0Cr19Ni11Ti working temperature below 300°C.
T & LIAHNIRE, EETIEREIXTI00°CHEMAICI19NI9, 0Cr1ONIT TIR R,
605 45 — Red resist stainless steel electrode,for welding stainless steel Cr19Ni9. 0Cr19Ni11Ti
stainless steel.
500 a4 _ I TR 15T 300 C i HAI0CT1ONIOTR 5.
For welding stainless steel 0Cr19Ni9 working temperature below 300°C.
620 39 . IR BTG 2SR EFAIOCHONIT TIA 548
For welding stainless steel 0Cr19Ni11Ti.
i & LI GENIE %, R EE TR & SR FREFIAIOCr1ONITIA 4R .
630 48 — Red resist stainless steel electrode,for welding important corrosion resist stainless steel
OCr19NiTi.
605 38 IR EENTE 2SR EFAI0CH 1ONIM TIAEE4R .
- For welding stainless steel 0Cr19Ni11Ti.
560 49 JRERTEFHATHLEL /B TYEAI0Cr18NiIl2Mo2 A 854«
- For welding stainless steel 0Cr18Ni12Mo2 working in organic medium and inorganic medium.
JRIE(REXOCr18NI2Mo2 N 454K, Cr13. Cr17XKSHhiN.
550 43 - For welding stainless steel 0Cr18Ni12Mo2,Cr13,Cr17 and dissimilar steel.
1 42 JEHEEZERI0Cr18Ni12Mo2, 00Cr17NildMo2F £54X
610 - For welding stainless steel 0Cr18Ni12Mo2,00Cr17Ni14Mo2.
605 21 IR LR S HWN.
- For welding same type of stainless steel containing copper.
610 38 _ JRIE— MR AM HAICr19NII0. 0Cr18Ni12Mo2 R 454R .
For welding stainless Cr19Ni10, 0Cr18Ni12Mo2.




IRE & B REBIETYPICAL MECHANICAL
PROPERTIES OF DEPOSITED METAL KB

B HATIRAE R E MEE  BEEERUFHSBIE

EQUIVALENT WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION

SIZE(mm) SPECIFICATION POSITION CURRENT OF DEPOSITED METAL(%)

eI HEfRER E{E APPLICATION
T.S.(MPa) E.L. (%) LV.(J)

C: 0.06 Mn: 2 S: 0.008 P: 0.023
DC(+) Si: 0.28 Cr: 18.16 Ni: 11.63 Mo: 2.26 565 42 —
Cu: 0.11 V: 047

JE$E— AT AMT i Cr19Nil0,  OCri8Nil2M02% B IR $55N .

SH.A237 25-50 GBIT E318V-15 For welding stainless Cr19Ni10, 0Cr18Ni12Mo2,and multi-layer welding.

: C: 0.05 Mn: 1.80 S: 0.008 P: 0.028 JEE AR 0 e T A 21
SH.A242 2.5-5.0 GB/T E317-16 AC/DC(+) | Si: 0.32 Cr: 19.98 Ni: 13.10 Mo: 3.50 595 35 — #?ﬁ*ﬁﬂ%iﬂﬁT%ﬁ%ﬂx E_.:%N&#ﬂliﬂo . L
AWS E317-16 Cu: 004 For welding same type of stainless steel,combined steel and dissimilar steel.
C: 0.08 Mn: 1.60 S: 0.011 P: 0.027 . - -
GBIT E309-16 I ;. . ” : RIEEREXBENTEN. FMINESIEN. SEN.
SH.A302 2.5-5.0 AWS E309-16 AC/DC(*) glli'064118 Cr: 2348 Ni: 1287 Mo: 007 585 39 - For welding same type of stainless steel,dissimilar steel,high Cr-steel,high Mn-steel.

NB/T E309-16 C: 0.08 Mn: 160 S: 0.011 P: 0.027

RIEER AR AER, FMRESEN. SHN.

N R ¥ Nz %

YSH.A302 25-5.0 GB/T E309-16 AC/DC(+) | Si: 0.41 Cr: 2348 Ni: 12.87 Mo: 0.07 585 39 — . . o . )
ASME E309-16 Cu: 018 For welding same type of stainless steel,dissimilar steel,high Cr-steel,high Mn-steel.
NB/T E309-16 I C: 0.07 Mn: 1.89 S: 0.010 P: 0.030 1 = 4 T B < = = =tz
YSH.A302A 2.5-5.0 GB/T E309-16 t AC/DC(+) | Si: 0.71 Cr: 2353 Ni: 1241 Mo: 0.33 585 39 — J;ff;gﬁf%ﬁjéﬁzmofSt’;ﬁiﬂi’;ﬁﬂiwﬁgﬂed hich Cresteel hiah Mn-steel
ASME E309-16 | Cu: 0.1 9 P ’ g g '
NB/T E309-15 I C: 0.09 Mn: 1.85 S: 0.007 P: 0.030 B 3 4 =] S T ol T = = -
YSH.A307 25-5.0 GB/T E309-15 i AC/DC(+) | Si: 0.44 Cr: 2420 Ni: 12.86 Mo: 0.04 605 39 — Jlﬁzﬂfffﬁll;lﬁéﬁzﬂ’ﬂ'%ﬁ‘%ﬂxf Tfﬁ%ﬁl&?%%zﬂ\_@fmﬂ?o | high Cr-steel hiah Mn-steel
ASME E309-15 | Cu: 0.21 or welding same type of stainless steel,dissimilar steel,high Cr-steel,high Mn-steel.
NB/T E309Mo-16 \I C: 0.08 Mn: 1.75 S: 0.012 P: 0.030 JREM RN R RN E LB TER. SEMR. SR,
YSH.A312 2.5-5.0 GB/T E309Mo-16 Sy AC/DC(+) | Si: 0.29 Cr: 2293 Ni: 12.60 Mo: 2.24 600 42 _ For welding same type of stainless steel,working in H2So4 medium,combined steel,dissimilar
ASME E309Mo-16 /l Cu: 0.14 steel.
— HIBIE T E Mt . IBIETHRAEL N o B[] R TR LB .
NB/T E309Mo-16 \I C: 008 Mn: 1.75 S* 0.012 P: 0.030 E?ppl‘é?(i'&ﬁﬁﬁ?ﬁ']ﬁ?ﬁlzﬁﬁb BT RE N RE MR LR TER. E4WIR
YSH.A312A 25-5.0 GB/T E309Mo-16 = AC/DC(+) | Si: 0.69 Cr: 23.10 Ni: 12.60 Mo: 2.24 615 40 _ 4 ° . . -
. Better welding process performance,for welding the same type of stainless steel,working in
ASME E309Mo-16 Cu: 0.14 . .
H2S04 medium,combined steel.
GBIT E310-16 \l C: 0.15 Mn: 1.82 S: 0.011 P: 0.027 BESERAG T TEMRERKETEMN, CriMo. CroMoR =F#5R.
SH.A402 2.5-5.0 e AC/DC(+) | Si: 0.39 Cr: 25.87 Ni: 21.54 Mo: 0.01 590 36 — For welding same type of stainless steel,Cr5Mo,Cr9Mo working in high temperature and
AWS E310-16 . o
/l Cu: 0.19 dissimilar steel.
NB/T E310-16 \l C: 0.14 Mn: 1.86 S: 0.006 P: 0.021 REFSRFN T TENRELBRHRW,. CriMo. CroMoK 2.
YSH.A402A 2.5-5.0 GB/T E310-16 — AC/DC(+) | Si: 060 Cr: 26.20 Ni: 21.80 Mo: 0.15 610 36 — For welding same type of stainless steel,Cr5Mo,Cr9Mo working in high temperature and
ASME E310-16 /l Cu: 0.04 dissimilar steel.
C: 0.15 Mn: 2.20 S: 0.008 P: 0.028 -
SH.A407 2550 | SO E31015 >I DC(+) | Si: 0.44 Crv 2636 Ni: 2141 Mo: 0.07 615 38 — ATRIXENNAHRIRE, 2HHWN, URCSMo, CrdMo, CridMoFLsH).
’ o AWS E310-15 / | Cu: 0.22 For welding same type of stainless steel,dissimilar steel,Cr5Mo,Cr9Mo,Cr13.
N | C: 0.08 Mn: 189 S: 0.012 P: 0027 . .
SH.A412 2550 | CB/T E310Mo-16 ; AC/IDC(+) | Si: 0.36 Cr: 25.96 Ni: 21.2 Mo: 2.28 605 39 — RERBFE T TIEMAT RN, IHES, o
AWS E310Mo-16 /l Cu: 0.17 For welding heat-resistant stainless steel,and dissimilar steel ,working in high temperature.
SH.A422 3.2-4.0 _ > AC/DC(+) C.:. 0.08 Mn.: 7.20 32.0.009 P: 0.025 590 38 _ E?‘M:F#ﬁlﬂu:ﬁ"]CFZSNIZOSIZE"lﬁ%m?&%ﬂ%%, ﬂ_’.ﬁﬂﬂ:}'—ﬁﬁﬁﬂléﬂfﬁo
/ | Si: 0.50 Cr: 2556 Ni: 18.2 For welding Cr25Ni20Si2 austenitic heat-resistent steel drum,and dissimilar steel.
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R

SIZE(mm)

HATIRE
EQUIVALENT
SPECIFICATION

GB/T E310H-16

IR E
WELDING
POSITION

RAE
TYPE OF
CURRENT

BRBERUFRSHIE
TYPICAL CHEMICAL COMPOSITION
OF DEPOSITED METAL(%)

C: 0.38 Mn: 1.81 S: 0.009 P: 0.022

IRE G B EBIETYPICAL MECHANICAL

AWS E410-15

SH.A432 3250 | ool ESORT ACIDC(+) | Si: 042 Cr: 2630 Ni: 21.1 Mo: 0.5
Cu: 0.18
C: 024 Mn: 221 S: 0.005 P: 0.023
SH.A462 3250 | — ACIDCH) | i 101 Cr: 2655 Ni: 3320 Mo: 048
C: 0.08 Mn: 1.70 S: 0.012 P: 0.030
SH.A502 2550 | GBIT E16-25MoN-16 AC/IDC(+) | Si: 046 Cr: 15.89 Ni: 23.85 Mo: 6.01
Cu: 01 N: 0.14
C: 0.08 Mn: 230 S: 0.009 P: 0.022
SH.A507 2550 | GBT E16-25MoN-15 DC(+) | Si: 022 Cr: 16.14 Ni: 23.66 Mo: 571
Cu: 04 V: 0.14
C: 012 Mn: 225 S: 0.009 P: 0.023
SH.A607 3250 | GB/T E330MoMnWNb-15 DC(+) | Si: 026 Cr: 1611 Ni: 3520
Mo: 222 Cu: 012 W: 25 Nb: 1.23
C: 0.09 Mn: 1230 S: 0.008 P: 0.025
SH.A707 32-5.0 GB/T E240-15 DC(+) Si: 024 Cr: 16.75 Mo: 125 N: 0.21
C: 004 Mn: 1.08 S: 0.019 P: 0.021
SH.A902 2540 SVI?I/; 5358112 AC/IDC(+) | Si: 051 Cr: 19.60 Ni: 32.59
- Mo: 235 Cu: 311 Nb: 037
C: 0.025 Mn: 0.85 S: 0.01 P: 0.022
SH.E2209 2550 SV?/’ST 52583_112 AC/DC(+) | Si: 07 Cr: 222 Ni: 9.15 Mo: 3.1
- Cu: 0.1 N: 0.18
NB/T E2209-16 C: 0.020 Mn: 1.80 S: 0.002 P: 0.021
YSH.E2209 2550 | GBT E2209-16 AC/DC(+) | Sit 060 Cr: 2250 Ni: 9.20 Mo: 3.10
ASME E2209-16 Cu: 005 N: 0.15
C: 0030 Mn: 0.95 S: 0.008 P: 0.021
SH.E2553 2550 SV?/’ST 3223112 AC/DC(+) | Sit 060 Cr: 2550 Ni: 8.10 Mo: 3.50
- Cu: 1.72 N: 0.20
C: 0.026 Mn: 1.0 S: 0.010 P: 0.020
SH.E2594 25-5.0 EV'?//ST 55232_112 AC/DC(+) | Si: 050 Cr: 2580 Ni: 9.80 Mo: 3.90
- Cu: 0.05 N: 0.25
C: 0.06 Mn: 0.34 S: 0.01 P: 0.025
SH.G202 2550 | CB/T E410-16 AC/DC(+) | Si: 050 Cr: 12.40 Ni: 0.20 Mo: 0.01
AWS E410-16 ,
Cu: 0.02
C: 0.06 Mn: 0.60 S: 0.01 P: 0.025
SH.G207 25.50 | CB/T E410-15 DC(+) | Si: 050 Cr: 17.50 Ni: 0.10 Mo: 0.01

Cu: 0.02

PROPERTIES OF DEPOSITED METAL R B
U H 58 B R HEE APPLICATION
T.S.(MPa) E.L. (%) 1.V.(J)
705 15 . T IR HEHK-40MT 745 .
Special for welding HK-40 steel.

670 20 _ RIESREH T LIEMPEHK-40. HP-40. RC-1. RS-1. IN-80,
For welding HK-40,HP-40,RC-1,RS-1,IN-80 working in high temperature.
IR MRS T I0CMNSILAR AN, B, IR FRN.

640 45 — For welding quenching 30CrMnSi,and stainless steel,carbon steel,Cr-steel and
dissimilar steel.

630 40 . JEHEE MORZS T 30CMNSi, 5 ERFNRRIN.

For welding quenching 30CrMnSi,stainless steel and carbon steel.

630 30 _ JR1E7E850'C~900° CRIR & T LRI KR 455
For welding same type of stainless steel working 850~900°C.

730 38 _ RHECr17Mni3MoN. Q2554
For welding Cr17MoN,Q255 steel.

FTRRRgE. RHER. BARRANSEILMEBRE 1/ R+ Carpenter20ChiR & & FUIRHEEE .

585 35 — For welding Carpenter20Cb Nickel alloy in corrosive medium as sulfiric acid,nitric
acid,phosphate and oxidizing acid.

750 04 . KRHE & £922% CriO AR T 55 4R,

For welding of two phase stainless steel which contains about 22% Cr.

290 a _ IR 49229 Crty AR T 45 4.

For welding of two phase stainless steel which contains about 22% Cr.

880 20 . T2 5 £925% Crit R 554K
For welding of two phase stainless steel which contains about 25% Cr.

AT IE#2507RIUNSS327850 ($ ) FIUNS J93404 ) $&, LARMEARR S HIMRL, 1
AIAATFHRN. KESRSTETFRNFIMREE.

890 26 — For welding chromium of 2507 type UNSS327850 (forging) and UNS J93404 (forging) , and
similar components of materials. It can also be used for welding carbon steel, low alloy steel
and duplex stainless steel dissimilar steel.

490 30 . TR0 13BN HINLEH o
For welding stainless steel structure,such as 0Cr13,1Cr13.

B3 N e

520 25 . FTFIRIZ0IE 13 R 148 13T LS -

For welding stainless steel structure,such as 0Cr13,1Cr13.
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IRE S B REBIETYPICAL MECHANICAL

17RO =l o 375 1] IeN - VAN
Bz E iﬁ{\-;:TI:EENT BIELE XA & RUFERIFIE PROPERTIES OF DEPOSITED METAL R FB
SIZEMT)  SOECKICATION  POSTION CURRENT O DEPOSHEDMETALGL pHEE  EeE  otaE APPLICATION
OF DEPOSITED METAL(9 -~
(%) T.S.(MPa) E.L. (%) 1.V.(J)
GBIT E430-15 \I C: 0.06 Mn: 050 S: 0.01 P: 0.026 FATFISHEm, AK01517 T HRE.
SH.G307 2.5-5.0 E— DC(+) Si: 0.50 Cr: 12.50 Ni: 0.10 Mo: 0.01 530 26 — : . . .

AWS E430-15 /l Cu: 0.02 For welding corrosion-resisted. heat-resisted 1Cr17 stainless structure.

HRIRE
CAST IRON ELECTRODE

HAThRE B E S B4 B AL SRR S A BEE B M REGIETYPICAL MECHANICAL

EQUIVALENT WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION PHOPIERIIES ©IF IEFOR TTED WETAL RLA

SPECIFICATION POSITION CURRENT OF DEPOSITED METAL(%) fﬁl\jif g[ﬁ(io/ : fq\n/ﬁ(j)a APPLICATION
9. . (] V.

L B

BRAND SIZE(mm)

GB/T EZC C: 2.61 Mn: 0.34 S: 0.012 P: 0.025 TR0 O S8k A BREE.
SH.Z208 2550 AWS ECH1 ACIDC(+) | i: 367 - o - For welding the defects of grey casting iron pieces.
EATHREHRMTENME. WSS, ZoHE, SRAURNKSNEEER
GB/T EZNi-1 C: 0.93 Mn: 0.32 S: 0.005 Si: 0.30 Okt
SH.Z308 2.5-4.0 . AC/DC(+ ; — — —
AWS ENi-ClI *) Ni: 93.71 Fe: 4.23 For welding the thin piece of casting iron and machined surface.Such as the some important
grey casting iron piece in junk head,engine bearer,gear case and parallels.
GB/T EZNiFe-1 C: 0.77 Mn: 0.30 S: 0.003 ERTEESREROGERKBERNISN. WRE RE, HEE.
SH.Z408 3.2-5.0 AWS ENiFe-Cl AC/DC(+) | Si: 0.31 Ni: 55.77 Cu: 0.025 — — — For welding the important high tensile grey casting iron and ductile cast iron as in junk
Fe: 42.68 Al: 0.19 head,engine bearer,gears,etc.
=3 e AN = B4 Fe F HzME
SH.Z508 32.50 | OB/ EZNiCud Acipc(+) | C7 04 Mn:1.80 S: 0.012 Si: 0.45 - — — ETEE% g Eﬁﬁaﬁ%ﬁm:ﬁéﬁ ju:la?ulm:ﬂk? f grey casting iron without
. .2-5. AWS ENiCu-B Ni: 635 Fe: 47 Cu: 28.7 or welding the machined surface and non-processing surface of grey casting iron withou
high reuirements.
£ £ =
RIRESMER

NICKEL AND NICKEL-BASED ALLOY STEEL ELECTRODE
YA & BALI I BEBIETYPICAL MECHANICAL

L EQW\?TEEENT v&%ﬁf@ T%Téé %JF ﬁ%%ﬁ%fgﬂﬂﬁcowosmw PROPERTIES OF DEPOSITED METAL RiA
SIZE(mm) SPECIFICATION POSITION CURRENT OF DEPOSITED METAL(%) in 5 RS AEE APPLICATION
T.S.(MPa) E.L. (%) LV.(J)
. GB/T ENi2061A C: 0.03 Mn: 21 S: 0.009 P: 0.008 BEREESE. WeR. HETER.
SH.Ni112 25-4.0 AWS ENi-1 AC/DC(+) Si: 0.9 Ni: 93.1 Nb+Ta: 23 Fe: 3.5 475 30 - For welding Ni-base alloy,metal,and transition layor of cladding.
. GBIT ENi6062 C: 003 Mn: 315 S: 0.008 P: 0.009 RERATMNRES S, SHRRIEE,
SH.Ni307 3.2-4.0 . DC(+) Si: 0.34 Cr: 155 Ni: 70.1 575 40 — ) ) LT .
AWS ENiCrFe-1 Nb+Ta: 2.01 Fe: 895 For welding Ni-base alloy,dissimilar steel and hardfacing.
. C: 0.05 Mn: 8.1 S: 0.005 P: 0.004 HEET T b e B Al o
SH.NI307B 0540 | OB/ ENi6182 DC(H) Si© 045 Cr- 158 Nit 70.2 590 40 _ IR AT R RES S, SAE. MRS,
AWS ENiCrFe-3 Nb+Ta: 1.78 Fe: 3.66 For welding Ni-base alloy,dissimilar steel and cladding.
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R EHEIR IR S
HARDFACING CLADDING ELECTRODE
PUTHRR ERE  EARE  RHMSBHFRAHIE

EQUIVALENT WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION
SPECIFICATION POSITION CURRENT OF DEPOSITED METAL(%)

R

BHERER N
SIZE(mm)

HARDNESS OF DEPOSITED METAL APPLICATION

/% KB P AR CAN
SH.D007 3.2-5.0 GB/T EDTV-15 DC(+) — HB=180 H%TKD%%%\ ﬂz%%ﬁ%\ .:.ﬁ:%%‘%ﬂ’]&?ﬁjik;%] ’ . .
/l For welding grey cast iron,nodular cast iron and alloy cast ironmand padding.
==l =3 =2
SH.D107 3.2-5.0 GB/T EDPMn2-15 DC(+) C: 0.11 Mn: 291 HB=220 '%“m{EE@E%E&EL
/l For hardfacing,in normal temperature.
=l = I Gl
SH.D127 3.2-5.0 GB/T EDPMn4-15 DC(+) C: 0.15 Mn: 3.55 Si: 0.75 HRC=43 ,%,mq:ﬁﬁr;ﬁk;.}fﬁ,
/l For hardfacing,in normal temperature.
= e HE e
SH.D132 3.2-5.0 GB/T EDPCrMo-A2-03 AC/DC(+) | C: 0.34 Cr: 1.63 Mo: 0.35 HRC=30 '%“mq]@r;.ﬁ#.m"
For hardfacing,in normal temperature.
N =R=a b1 e+ B
SH.D172 3.2-5.0 GB/T EDPCrMo-A3-03 AC/DC(+) | C: 0.33 Cr: 1.90 Mo: 0.90 HRC=40 '%’mql'a’ﬁir;‘ﬁ.#m"
For hardfacing,in normal temperature.
N=| = = B
SH.D212 3.2-5.0 GB/T EDPCrMo-A4-03 AC/DC(+) | C: 0.54 Cr: 3.20 Mo: 2.51 HRC=50 '%’mq:'a’ﬁir’iiﬁ.&m°
For hardfacing,in normal temperature.
GB/T EDMn-A-16 . . . EiRNER A .
SH.D256 3.2-5.0 AWS EFeMn-A AC/DC(+) | C: 1.05 Mn: 1293 Si: 0.17 HB=170 For hardfacing, high Mn-steel.
GB/T EDMn-B-16 i \ ) ) . . SRR .
SH.D266 3.2-5.0 AWS EFeMn-B AC/DC(+) | C: 1.07 Mn: 14.16 Si: 0.13 Mo: 1.33 HB=170 For hardfacing, high Mn-steel.
= 1 BE G4 T:él-_ 7 2 .
SH.D276 3.2-5.0 GB/T EDCrMn-B-16 AC/DC(+) Mn: 114 Si: 1.0 Cr: 14 HB>210 ﬁ‘ﬁT‘Lm&ﬂﬂEE’]l.—Jﬁnﬂijiﬁhm
/l For hardfacing,high Mn-steel.
C: 046 Mn: 1.82 Si: 0.68 S: 0.016 MR R YIE TR .
SH.D322 32-50 | GB/T EDRCrMoWV-A1-03 ACIBC(H) | b. 0020 Cr: 1.63 Mo: 054 HRC=255 For hardfacing cool-punching die and cutter.
C: 045 S: 0.006 P: 0.033 Cr: 242 PARIEEIR A .
SH.D337 3.2:50 GB/T EDRCrW-15 i ;ﬂ \ DC(+) W: 9.32 HRC=248 For hardfacing heat-forging die.
C: 0.37 Mn: 1.82 Si: 0.67 S: 0.009 ISR A .
SH.D397 32:50 GB/T EDRCrMnMo-15 i ;ﬂ \ DC(+) P: 0.022 Cr: 1.18 Mo: 0.53 HRC=240 For hardfacing heat-forging die.
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HATIRE BIEGE WAEE  BRBERUFERSGIE
EQUIVALENT WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION
SPECIFICATION POSITION CURRENT OF DEPOSITED METAL(%)

BB ERERE Rz

R
HARDNESS OF DEPOSITED METAL APPLICATION

SIZE(mm)

e
SH.D507 3.2-5.0 GB/T EDCr-A1-15 DC(+) C: 0.15 S: 0.013 P: 0.029 Cr: 14.35 HRC=240 1CFI3HEIHE.;*H%°
/l For hardfacing valve,as 1Crl3.
= =
SH.D507Mo 4050 | GBIT EDCr-A2-15 DC(+) | C: 020 Cr: 1430 Ni: 1.09 HRC237 1CrSHI 1A
/l For hardfacing valve,as 1Crl3.
el B8
SH.D517 3250 | GB/T EDCr-B-15 DC(+) | C: 024 Cr: 12.96 HRC245 2CH3I HEIRA -
/l For hardfacing valve,as 2Crl3.
C: 1.06 Cr: 14.67 Ni: 0.25 510°CATHREERITHEA.
SH.DS77 4.0-5.0 GB/T EDCrMn-C-15 i gﬂ \ DC(+) Mn: 15.34 Si: 1.60 Mo: 0.61 HRC=28 For hardfacing valve working in high pressure, temperature below 510°C.
C: 38 Mn: 1.5 Sit 2.0 S: 0.041 ERTFERBARMBRAS IR, 07 UHHRBEIES.
SH.D687 3.2-5.0 GB/T EDZzCr-D-15 DC(+) P'. 0636 C}' 2'3 0 T T HRC=58 For the surfacing welding on occasions requiring strong wear resistance, such as
/l T CT mining machinery and crusher rolls, etc

EEEMRMRRING T IEL
NON ALLOY STELL AND FINE GRAIN STEEL CARBON STEEL FLUX-CORED WIRE

RE S B REBIETYPICAL MECHANICAL

PITHRE BEGE RPSE BREE BRESRUFERSHIE
S s PROPERTIES OF DEPOSITED METAL &
SIZ%({;m) EQUIVALENT WELDING SHIELDED TYPE OF TYPICAL CHEMICAL COMPOSITION EREE GiREE meE S APPLrI_Lé:F?\TION
SPECIFICATION POSITION GAS CURRENT ) ER T ALY R /
OF DEPOSITED METAL(%) Y.P.(MPa) T.S.(MPa) E.L. (%) 1.V.(J)
LR = AfE4sr Bt T 44 V2 S AL
GBI T492T11CIA U C: 004 Mn: 128 Si- 0.36 | BTEBRMMAOMPaSERE MRS, RETEMR, SUBRELE,
SH.Y71T-1 1.0-1.6 — CO, DC(+) X . 450 525 32 145(-20°C) | For the welding of low carbon steel and 490Mpa high tensile strength steel,with good
AWS E71T1-C1A0-CS1 S: 0.008 P: 0.015 - . o :
/l weldability and suitable for all position welding.
ATFRAESHRIPIERRATI490MPaR SR FMAIERE, BEIZHR, K,
GB/T T492T1-1M21A 80%Ar+ C: 0.04 Mn: 121 Si: 0.39 . e ERIEME.
SH.Y71T-1M 1.2-1.6 AWS  E71T1-M21A0-CS1 200/::00 DC+) |s: 0.008 P: 0015 460 546 31 172(-20°C) | For the welding of low carbon steel protected by mixed gas and 490 MPa high
2
strength steel. With excellent welding technology, small spatter and good all-position
operation.
\I ATEMR. B, HE. XATE. RESFNERFINRNKZI0MPaLR =53 BRI
GB/T T492T1-1C1A C: 0.043 Mn: 1.32 Si: 0.30 o .
SH.Y71 12 AWS E71T1-C1A0-CS1 / CO, DC(+) S: 0.009 P: 0.013 440 530 31 160(-20C) For welding of shipyard. bulidings. bridges,oil platforms,cryogenic vessels,vehicles
| and low carbon steel and 490MPa high tensile strength steel.
GB/T T494T1-1C1A I ﬁq?1&6&%@%[]490'\/'[)32&%?&’%%@E"]ﬂ?%; ﬂ?%l"z‘.‘ﬁl‘:ﬁ, %ﬁZEﬁéﬂz'fiy E}%ﬁéﬁﬁ
P AN . . y BARFEEAEINE, HENT.
. AWS E71T1-C1A4-CS1 C: 0.04 Mn: 1.32 Si: 0.36 .
SH.Y71Ni 1.2-1.6 b Co, DC(+) . . . 445 530 30 110(-40°C) |  Applied for low carbon steel and 490Mpa high-strength steel welding,excellent welding
S: 0.008 P: 0.016 Ni: 0.45 ° : e
/ | technology,wonderful performance of all-position operation,the weld joint metal has good crack
resistance and impact toughness at low temperature.
_ ReRMBATRL, AEREMES, WKLY, BEL, BIMREFHFS, XGH®R
GB/T T492T1-0C1A C: 0.04 Mn: 1.50 Si: 0.38 . ERESREBRFMISTLIE.
SH.Y70MC 1.2-1.6 AWS E70T1-C1A0-CS1 Co, DC(+) |S: 0.010 P: 0.015 Cr: 0.03 435 525 30 100(-20°C) | Metallic powder type of flux cored wire has features of low spatter,few slag,good arc
/l Ni: 0.02 Mo: 0.05 stability and good porosity resistance,with high deposition effiency and high percent
of X-ray inspection pass.
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BEE B M REGIETYPICAL MECHANICAL
PROPERTIES OF DEPOSITED METAL

[ERRS2E

A SEE  EMHE

HEE

Rz A8
APPLICATION

ez HE HATHRAE BEME RIPSE BREE BESERAUERSGIE
BRAND SIZE(mm) EQUIVALENT WELDING SHIELDED TYPE OF TYPICAL CHEMICAL COMPOSITION
SPECIFICATION POSITION GAS CURRENT OF DEPOSITED METAL(%)
GB/T T49ZT11-1INA \' C: 0.18 Mn: 0.64 Si: 0.26
SH.Y71T-11 0.8-1.2 AWS E71T11-AZ-CS3 /| — DC(-) |s: 0.003 P: 0.014 Al: 1.13

GB/T T49TG-1NS
AWS E71TGS

C: 0.20 Mn: 0.56 Si: 0.43

SH.Y71T-GS 0.8-1.2 S: 0.006 P: 0.011 Al 15

— DC(-)

Y.P.(MPa)

T.S.(MPa)

E.L. (%)

LV.(J)

TZHEERR, EASNERE, REIRTIZRE, BTREN. XRFRE,

KRN SR WG IR 2L
LOW TEMPERATURE STEEL AND HIGH TENSILE STEEL FLUX-CORED WIRE

425 585 22 — All position welding technical technology performance, especially vertical downward
welding., mainly used for welding light construction, holder and etc.
IZMeiisE, EaeuBRE, LHEIETIZHS, TERTHEHRMSER. &
500 . fiE. TR, JESEIR. BIRRLE. REZHNIEE.

E71T-GS is an all-position, especially vertical downward welding., self-shielded flux-
cored wire designed for single pass fillet and lap welding on galvanized or welding
light construction with wonderful welding technology.

BEE B M REGIETYPICAL MECHANICAL

o e TR IEE  RPSE BRRE EMSBAERS DI
s St EQUIVALENT WELDING SHIELDED TYPE OF TYPICAL CHEMICAL COMPOSITION
SPECIFICATION POSITION GAS CURRENT OF DEPOSITED METAL(%)
| C: 0.04 Mn: 120 Si: 0.38
SH.Y81W2 1.2-1.6 f@g ?;%%f;zp‘wgm l CO;, DC(+) |s: 0.011 P: 0.014 Cr: 0.55
LA /| Ni: 0.50 Cu: 0.60
C: 0.05 Mn: 1.30 Si: 0.42
SH.Y81Ni1 1216 SV?/’ST ;2?#:1611%’\,:".“12 | co, DC(+) |S: 0.009 P: 0.012 Cr: 0.02
-C1A4-Ni Ni: 0.92 Mo: 0.01 V: 0.01
. GBIT T554T1-1C1A-N5 \| C: 0.04 Mn: 141 Si: 0.38
SH.Y81Ni2 1216 | Aws E81TI-C1A4-Ni2 CO, DC(+) |s: 0.009 P: 0.014 Ni: 2.15
. GBIT T624T1-1C1AN5 \l C: 0.04 Mn: 125 Si: 0.35
SH.YOTNi2 1216 | Aws  E91T1-C1A4-Ni2 CO, DCM) 15! 0.012 P: 0.018 Ni: 2.02
| C: 0.04 Mn: 1.31 Si: 0.41
SH.Y81K2 1.2-16 gﬁg 258516;1'01%?;"23 > co, DC(+) |S: 0.010 P: 0.011 Cr: 0.02
-C1A8- /| Ni: 159 Mo: 0.01 V: 0.01
\l C: 0.04 Mn: 123 Si: 0.35
SH.Y91K2 12-16 S\?/rsr ?;f:_gﬁ:ﬁ“;w o co, DC(+) |S: 0012 P: 0.016 Cr: 0.02
/| Ni: 1.86 Mo: 0.15 V: 0.01
\l C: 0.05 Mn: 1.50 Si: 0.26
SH.Y110K3 1216 g?fsr ;?fﬂéﬂjsg’w F co, DC(+) |S: 0.010 P: 0.013 Cr: 0.02
-C1A4- /| Ni: 2.37 Mo: 0.49 V: 0.02

29

PROPERTIES OF DEPOSITED METAL N
[ERRIEE PGREE TR MEHE APPLICATION
Y.P.(MPa) T.S.(MPa) E.L. (%) 1.V.(J)
. FAF550MPagkii & IR .
550 615 27 105(-30C) For welding 550Mpa weather resistance steel.
. FF550MPaZR iR {IEHE .
540 605 26 140(-40C) For welding 550Mpa low temperature steel.
. FATF550MPadR kiR HIEE.
560 635 25 108(-40C) For welding 550Mpa low temperature steel.
. AT ENi2~3%H K% 620MPaZk X INIE1E .
585 670 22 87(-40C) For welding2~3% Ni steel and 620Mpa low temperature steel.
550MPafk 1.5NifRIZHEM, -60ChEtEREMR, ZRATED. &M BEEEF.
525 596 29 109(-60°C) | For welding 550MPa 1.5 Ni Steel, good impact property below -600°C, widely used
in the field of port, shipbuilding, ocean platform and etc.
. FTF620MpaR ik iRNIEHE.
600 675 24 97(-40C) For welding 620Mpa low temperature steel.
760MpaZk=584W, aNHY-100. A514, Q690, MMM, HBOEZZIEER.
720 790 18 54(-40°C) | For welding 760MPa high-strength Steel, such as HY-100,A524,Q690, bridge

machinery, port equipment and etc.
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RN IR 2L

HEAT RESISTING STEEL FLUX-CORED WIRE

B
SIZE(mm)

HATIRE
EQUIVALENT
SPECIFICATION

BIEME  RIPSE BREE
WELDING SHIELDED TYPE OF
POSITION GAS CURRENT

BRERUERTGIE
TYPICAL CHEMICAL COMPOSITION
OF DEPOSITED METAL(%)

REE B REBIETYPICAL MECHANICAL

C: 0.062 Mn: 0.95 Si: 0.31
SH.Y81B2 1216 | GBT TSSTI-1C1-1CM T¥ X co, DC(+) |S: 0009 P: 0.013 Cr: 1.22
AWS E81T1-C1PZ-B2 /| N
\' C: 0.06 Mn: 097 Si: 0.34
SH.Y81B2V 1.2-1.6 GB/T TS5T1-1C1-G = co, DC(+) |S: 0.008 P: 0.013 Cr: 1.23
AWS E81T1-C1PZ-G /| Vor 057 V- 017
C: 0.06 Mn: 1.25 Si: 0.30
SH.YR307 1216 | GB/T T55T5-0C1-1CM co, DC(+) |S: 0.009 P: 0.012 Cr: 1.09
AWS E80T5-C1PZ-B2 /l N 017 Mo: 050
= \ C: 0.065 Mn: 1.05 Si: 0.40
SH.YR317 1.2-1.6 /?va/sT Eggggﬁ;ﬁG co, DC(+) |S: 0008 P: 0.012 Cr: 1.32
Mo: 0.50 V: 0.19
\' C: 0.06 Mn: 0.97 Si: 0.30
SH.YR317B 1216 | GBI TSSTSACIG A co, DC(+) |S: 0.008 P: 0.013 Cr: 123
AWS E81T5-C1PZ-G /| Vo: 085 V- 017
C: 006 Mn: 1.02 Si: 0.36
GB/T T55T5-1M21-G \' 80%Ar+ : , ,
SH.Y81B2VM 1216 1 Aws E81T5-M21PZ-G 20%C0, | DO |8 0009 B: 0014 Cr: 128
\' C: 0.060 Mn: 1.04 Si: 0.29
SH.Y81B6 1216 f\?v/sT Egﬂ]é?;z‘r’%'g F co, DC(+) |S: 0.009 P: 0.014 Cr: 455
/| Ni: 0.16 Mo: 0.51 Cu: 0.02
C: 0056 Mn: 0.94 Si: 0.32
GB/T T62T1-1C1-2C1M \l . / .
SH.Y91B3 1246 | pVs EorT1.Cipena co, DC(+) :;/I.O'o.?%% P: 0.011 Cr: 2.13

TEEMLGTIRL

STAINLESS STEEL FLUX-CORED WIRE

L]

BRAND

B

SIZE(mm)

BUTHRE
EQUIVALENT
SPECIFICATION

BIEME RIS BEREE
WELDING SHIELDED TYPE OF
POSITION GAS CURRENT

BB ERILFRSHIE
TYPICAL CHEMICAL COMPOSITION
OF DEPOSITED METAL(%)

PROPERTIES OF DEPOSITED METAL I~z
ERR3EE  fRiEE TR A APPLICATION
Y.P.(MPa) TS.(MPa) E.L. (%) 1.V.(J)

520°CIA T TIEAI1%Cr-0.5% Mol & &M IEHER .

560 650 21 75(FiR) For welding 1%Cr-0.5%Mo low alloy heat-resistance steel below working temperature
5200C.

. 540°C AT LAERBR LI FASRIEE A
==l

535 610 22 80(%im) For welding pearliter heat-resistance steel below working temperature 5400C.

515 630 25 95(0°C) ATEHtEREEKXR. TIEREES20°CLUTRIKE M#ER (4115CrMo) 1R H#EE .
For welding of low alloy and heat-resist(15CrMo)steel where needs high toughness
and its working temperature under 520°C.

ERATIEMEREERMN, 540 CUUT TIERIBRLIAT L INIEER .

540 655 22 115(0°C) Suitable for the welding of pearlitic heat-resistant steel with high toughness and
plasticity and working below 540 °C.

ERTHEEERESERN, E540°CUT TIERIBRLIATRIRIEER .

535 660 20 75(0°C) Suitable for the welding of pearlitic heat-resistant steel with high toughness and
plasticity and working below 540 °C.

ERATREASMERIPH, 7E540°CULT TIEMIRAATTANIEIER .

550 635 22 94(0°C) Used for the welding of pearlitic heat resistant steel with working below 540°C
and mixed gas protection.

EAFIEESSOCUUTERESEEE. SRAIHIM,. AmzMLEESAM nCrsMo)
. HOIRHEE.
—N=|

545 650 20 70(%im) For welding high temperature and pressure pipes,chemical machinery,petroleum
cracking equipment(Cr5Mo)..
550°CIA T LIEM N, MESEEE. LI, AhzeEFRER.

615 705 21 55(F%iR) For welding heat-resistance steel below working temperature 5500C, such as high
pressure pipes, chemical machinery, petroleum cracking equipment and etc.

IRE & AL BEIETYPICAL MECHANICAL
PROPERTIES OF DEPOSITED METAL

ERRIEE MRGERE AR MEE

Rz
APPLICATION

SH.Y308L

1.2-1.6

GB/T TS308L-FC11
AWS E308LT1-1

co, DC(+)

C: 0.025 Mn: 1.47 Si: 0.54
S: 0.004 P: 0.018 Cr: 19.6
Ni: 9.9 Mo: 0.02 Cu: 0.03

31

YP(MPa) TS.MPa) EL. (%) LV.(J)

— 575 40 —

RECENEHER, ETRRMAATFSFEENREMS, WHERUMEEE
RERMAMESSENm MY, BEASHLE, ERTHMERNER.

Low carbon content,and with porper amount of ferrite in the austenite
organization,it has fairly good weldability,anti-cracking and high corrosion-
resistant ability.Post weld heat treament is not necessary.it is spplied to the
welding of corrosion-resistant containers.
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PN (B 43 [ . s 0 | o A& B REBI{ETYPICAL MECHANICAL
HE TR RIEE  RAE BRAE RS RUSRAGIE PROPERTIES OF DEPOSITED METAL R

EQUIVALENT WELDING SHIELDED TYPE OF TYPICAL CHEMICAL COMPOSITION o — -
SIZE(mm) SPECIFICATION POSITION  GAS CURRENT OF DEPOSITED METAL(%) ?ﬁﬁ(ﬁ&) *T“S*%,\i%f gl‘*’i) ;q\’/ﬂ(}})ﬁ APPLICATION

EREEBERKMAATSHEENRERE, FLURENE, BEXTEMH RIS
C: 0.025 Mn: 1.51 Si: 0.70 %8, BEEATEMIMEASN. MHN, RNEREENRERRNIRE.
SH.Y309L 1.2-1.6 GB/T TS309L-FC11 — Cco, DC(+) |S: 0.005 P: 0.014 Cr: 23.88 — 565 42 — With porper amount of ferrite in the austenite organization. It has fairly good
AWS E309LT1-1 / Ni° 12.80 Mo: 0.10 Cu: 0.03 weldability complete bead and good anti-cracking ability.it is applied to the
? | T o e welding of dissimilar base metals as welding between low alloy steel,heat
resistant steel,corrosion resistant steel.the bottom layer of clad steel.
BECRBERKMEAHEFTEENHERLE, PHEBBETEERNEMEM, XK
RAIFFRIEE M, FEFRENTRPEMERRIFNREE. ERTARERSE
C: 0025 Mn: 155 Si 0.60 AR ERNENEERE .
GB/T TS316L-FC11 n . 00 N _ _ With porper amount of ferrite in the austenite organization.it has complete bead
SH.Y316L 1.2-1.8 AWS E316LT1-1 CO, DC(*) S.’_ 0.005 P 9'015 cr: .18'8 535 40 and good anti-cracking ability.it also has low carbon content,so the resistant to
Ni: 12.83 Mo: 2.55 Cu: 0.03 intercrystalline corrosion is relatively higher,and has good low temperature impact
and good anti-corrosion ability.Mostly used in the pressure containers with such
requirements.
——— C: 0024 Mn: 154 Si: 0.62 BRMSTEN, MEREDRE. SEFSTHERRE, NEHLT. KNHEHS.
SH.Y309LMo 1.2-1.6 AWS E309LMoT1-1 b COo, DC(+) |S: 0.008 P: 0.018 Cr: 22.86 — 690 32 — For welding carbon steel and stainless steel, martensitic and erritic stainless steel,
/l Ni: 12.25 Mo: 2.31 Cu: 0.04 such as petrochemical industry, energy power station and etc.
\] C: 0.022 Mn: 152 Si: 0.43 20%Cr-10%Ni-Nb N EMATIRLL, MGRBEIMEENLF, HEBEMR, ZRFSUS
GB/T TS347L-FC11 S: 0.004 P: 0.017 Cr: 20.01 321, SUS 3475128,
SH.Y347L 1.2-1.6 AWS E347T1-1 | CO, DC(+) Ni: 10.01 Nb: 0.35 Mo: 0.02 - 640 38 - 20%Cr-10%Ni-Nb stainless steel flux-cored-wire, good intercrystalline corrosion
/l Cu: 0.03 resistance, crack low crack sensitivity, mainly used for welding SUS 321, SUS 347
and etc.
\' C: 0.03 Mn: 1.51 Si: 0.60
GB/T TS2209-FC11 S: 0.008 P: 0.015 Cr: 23.1 HAF & E24922%Cris AT SF NIz
SH.Y2209 1.2-1.6 — co DC(+ S . . — — = ° °
AWS E2209T1-1 /l : ) ":‘lh (?192 Mo: 3.5 Cu: 0.04 785 28 For welding of duplex stainless steel which contains about 22%Cr.
M C: 0.023 Mn: 1.44 Si: 0.65 s s . 4= . 5
AWS TS2594-FC11 \I S: 0.003 P: 0.016 Cr: 24.33 BRTEFAM. KRS, AUTLEIXREAEF R (F100Cr25Ni7Mo4N) FHY IR
SH.Y2594 1.2 AWS E2594T1-1 b CO, DC()  |INi- 899 Mo: 3.56 Cu: 0.03 — 850 23 — For welding offshore oil,natural gas,petrochemical industry the same type of
/ | N- 022 duplex(00Cr25Ni7Mo4N).
SHY400T toqp | GB/T TS409-MM130 9% AT+ | o S 008 Mn: 036 S99 _ _ _ | AEHS RGNS RS RIEER.
’ o AWS EC409 /l 2%0, Ti.' 1'05 Mo.' 0'01 Cu'. 0 0'1 For welding cold junction of vehicle exhaust system and silencer construction.
SH.Y439Ti 1.2 AWS EC439 98% Ar + DC(+) g (()) -(;)134 |l:\,/|n0 81?7 Crslz1 70é3671 — — — — AEHAREAEE RSN IRIREEA .
’ ' /l 2%0, Ti.' 0'43 Mo.' O 01 Cu: 0 61 For welding hot junction of vehicle exhaust system and silencer construction.

R AR 2
HARDFACING CLADDING FLUX-CORED WIRE
HATHRAE BEME  RIPSE BREE BRERUEFRSGIE RS BEE

EQUIVALENT WELDING SHIELDED TYPE OF TYPICAL CHEMICAL COMPOSITION HARDNESS OF DEPOSITED
SPECIFICATION POSITION GAS CURRENT OF DEPOSITED METAL(%) .

A
APPLICATION

LE] 'R

BRAND SIZE(mm)

TR AR RRE.

SH-YD507 1216 | — CO, DC(+) | (C+Mn+Cr)&E &R E-15% HRC240 Surfacing for axis and superheated steam valve.
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BRERRE
HARDNESS OF DEPOSITED

HITHRAE BEAE  RIPSE BREE BESENERSGIE
EQUIVALENT WELDING SHIELDED TYPE OF TYPICAL CHEMICAL COMPOSITION
SPECIFICATION POSITION GAS CURRENT OF DEPOSITED METAL(%)

B

SIZE(mm)

HRC

IS0

APPLICATION

AT ILEREAES10°CLA TR TR EEE.

Surfacing for axis and valve that the tmperature of word is below 510°C.

AP HEERINSEE S Mo, SRZRARG. BEIR. BRmENt .
Used to weld carbon or low-alloy steel shafts, superheated steam valves, mixers,
screw conveyors, blades, etc.

ATFZERNS . KRPIRESNE0ERE, FAEETV WIS R WALRE
MRS B B .

Used for the surface of worn medium or low carbon steel or low alloy steel structures,
especially suitable for surfacing and repairing of mining machinery and agricultural.

EATHAE. SEERNIG. BTESMIEGRNGREMELN, WS, 125k
3 WS .

Suitable for the workpieces of high impact and abrasion resistant. Used for repairing
the surface of various worn parts, such as gears, dredgers, mining machinery, etc.

ATHEN. SEN. B3b HENEZ S5 ERTHEE.
Used for surfacing welding of impact, easy wearing parts of crusher, high manganese
rail and bulldozer.

SH-YD507Mo 1216 | — l-l j \ co, DC(+) | (C+ Cr+Ni+Mo+W ) & & & 8-15% HRC=236
SH.YD517 1216 | — I-I j \ Co, DC(+) | (C+Mn+Cr)&&&8-20% HRC245
SH.YD132 1216 | — = j \ Co, DC(+) | (C+Cr+Mo)Aa& & E-6% HRC=230
SH.YD212 1216 | — = j \ co, DC(+) | (C+Mn+Cr+Mo)&&&E-8% HRC=50
SH.YD256 1216 | — = j \ co, DC(+) | (C+Mn+Si)A4&2E-16% HB2170

BASIC FLUX-CORED WIRE

PRI R g e s 1 | s s RE S B EEFI{ETYPICAL MECHANICAL
B TR RIEAE RS BRAE  BHSEAF R FIE PROPERTIES OF DEPOSITED METAL

SIZE(mm) EQUIVALENT WELDING SHIELDED TYPE OF TYPICAL CHEMICAL COMPOSITION

SPECIFICATION POSITION GAS CURRENT OF DEPOSITED METAL (%) ERREE MhEE MR hE{E

IS0
APPLICATION

YP(MPa) TS.(MPa) EL.(%) LV.(J)

EATHM. NWSE. AmitT. HRFERFNDETE. HREERSHIRKEN
FN490MPaZR RHIIRHE .

Used for the welding of low carbon steel and 490 MPa grade steel with high plasticity,
toughness and crack resistance in important structures such as ships, machinery
manufacturing, petrochemical industry and bridges etc .

BTFiEMR. BFTEE. REEH. ENEFNERFIOMPaR =52 E INEHE.
For the welding of 490MPa high strength steel for shipbuilding, offshore platforms,
cryogenic vessels, pressure vessels and vehicles etc.

540°C LA TIERIBRSLAATH AASNIEIZER

For welding pearliter heat-resistance steel below working temperature 5400C.

690MPaR iR &&= MM, RN LEHER. ERNE. EximFEER.
For welding 690MPa low alloy high-strength steel, heavy-mine vehicle, transportation
vehicle, military vehicle, coal machinery and etc.

GBIT T493T5-0C1A I C: 0045 Mn: 145 Si: 0.50 g
SH.YJ507 1216 | ool TSSO / co, DC(+) | S oS M 1 430 525 20 | 158(:30C)
GBIT T493T5-1C1A \' C: 0045 Mn: 1.30 Si: 0.45
SH.YJ5078B 1216 | AWS E71T5-C1A2-CS1 7| co, DC(+) |S: 0009 P: 0.012 450 550 32 | 120(:30C)
C: 0.04 Mn: 1.35 Si: 0.53
SH.YJ607 1216 | oot 20T 0TI AT co, DC(+) |S: 0.009 P: 0.014 Cr: 0.11 615 690 2 | 69(-50C)
Ni: 1.75 Mo: 0.33
C: 0.04 Mn: 1.35 Si: 0.42
SH.YJ707 1216 :,‘?{Sr E?ggg%ﬂg’;gw co, DC(+) |S: 0.010 P: 0.013 Cr: 0.09 640 730 21 63(-50°C)
/ Ni: 2.37 Mo: 0.40
C: 0.05 Mn: 1.45 Si: 0.51
SH.vJ857 1216 | oOT TESTEOCIANICIMG co, DC(+) |S: 0.009 P: 0.014 Cr: 0.45 750 830 17 | 66(-50C)
Ni: 2.43 Mo: 050 V: 0.01

AT, MAMERSHNSI0MPaR KA & 52 E INAIEE.
For welding of 830MPa low alloy and high strength steel where needs high toughness
and cracking-resist.
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SHEIABHTEL
GAS ELECTRIC VERTICAL-UP WELDING FLUX-CORED WIRE

YREN 4 B AL REBIETYPICAL MECHANICAL
PROPERTIES OF DEPOSITED METAL R F

ERREE mhiEE  EHRER MEE APPLICATION
YP(MPa) TS.MPa) EL. (%) LV.(J)

&R TARRARISNEIR R BRI AR FIF R RIERF LR
530 610 24 154(-20°C) It is suitable for the vertical welding of the hull plate and various internal components,
the box side plate and the box girder web of the bridge.

& AT ARRARSNE IR AMB SR R A, HREMNFER RIER KL TFRER.
515 640 24 112(-20°C) | Applicable to hull panels and interior components of cargo houses, box girders, webs,
and webs of bridges.

ERTHE, HERFRFNEMEEENIE, 60 CIRIBEHMEREF.

495 605 25 93(-60C) For vertical-up welding of shipyard,tank and bridge,excellect toughness under -60°C.

B BUTHRE BEME RPSHE  BREE BESBAFROGIE
SIZE(;m) EQUIVALENT WELDING SHIELDED TYPE OF TYPICAL CHEMICAL COMPOSITION
SPECIFICATION POSITION GAS CURRENT OF DEPOSITED METAL(%)
C: 0.057 Mn: 1.78 Si: 0.40
SH.Y702 16 AWS EG70T-2 — co, DC(+) S: 0.008 P: 0.011 Ni: 0.04
Mo: 0.02
C: 0.060 Mn: 1.58 Si: 0.30
SH.Y802 1.6 AWS EG80T-G — CO, DC(+) S: 0.006 P: 0.010 Ni: 0.80
Mo: 0.25
C: 0.060 Mn: 1.67 Si: 0.25
SH.Y802G 1.6 AWS EG82T-G — CO, DC(+) S: 0.008 P: 0.012 Ni: 1.42
Mo: 0.15
BNSLIR L

CARBON STEEL SOLID WIRE

HE HITHRHE BIEMNE  RIPSME BREH
e EQUIVALENT WELDING SHIELDED TYPE OF
(i) SPECIFICATION POSITION GAS CURRENT

1R 224k 2Rk 3 A
TYPICAL CHEMICAL COMPOSITION
OF WIRE (%)

RE S B REBIETYPICAL MECHANICAL
PROPERTIES OF DEPOSITED METAL A

ERRSEE  frhicRE R HEE APPLICATION
Y.P.(MPa) T.S.(MPa) E.L.(%) 1.V.(J)
. ERATERRGEIES.
460 560 26 110(0°C) For the welding of general structure steel.
EATHINKR500MPaRk K& & ME BIER 818 GnZFE. R, B, HMSFRIED .
ane Welding of carbon steel, low alloy steel and 500Mpa grade low alloy high intensity steel s
440 545 27 114(-30C) tructures, etc. Such as vehicle, building, bridge, ship building, pressure vessel industry a
nd pipeline etc.
A TSN R 500MPaRk R & & ME BB R i8R GnZE. R, B, HIMEERED .
ap° Welding of carbon steel, low alloy steel and 500Mpa grade low alloy high intensity steel s
440 545 27 114(-30C) tructures, etc. Such as vehicle, building, bridge, ship building, pressure vessel industry a
nd pipeline etc.

SH.S49-1 0.81.6 | GB/T ER49-1 co, DC(+) g 8817; ";",”:02)'19; Sit 0.79
GBIT ER50-6 C: 0071 Mn: 149 Si: 0.88
SH.S50-6 0816 | aws ER705-6 CO: | PCM) Is: 0011 P: 001
NB/T ER50-6 . . y
YSH.S50-6 0816 | GBIT ER50-6 co, DC(+) | i gorl Mne 149 Si: 088
AWS ER70S-6 - 0. - 0.
TR MBI kE 22

CARBON STEEL SUBMERGED ARC WIRE

L '

BRAND SIZE(mm) SEIIYALENT

SPECIFICATION

HATIRE IRENE  EREE  RLZUFHESHE
WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION OF
POSITION CURRENT  WIRE (%)

IRE S BHIMEREBIETYPICAL MECHANICAL
PROPERTIES OF DEPOSITED METAL R

[ERRSEE  MRGRE  ERER HEE APPLICATION

AWS EL8

GB/T HOSA AC/DC(+)

SH.MO8A 2.0-5.0

C: 0.06 Mn: 042 Si: 0.02
S: 0.008 P: 0.009 Cu: 0.04

YP(MPa) TS.MPa) EL.(%) LV.(J)

RTHERR, HR, NER—RHENEER S BIRE.

Single-layer welding of ship buildings, bridges, structural steels and general fabricatins.
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IRECE BHLMIEREGIETYPICAL MECHANICAL

p PUTARAE BN E 22 e i) KR4z 1k 2 pk oy IME
7 & 2 G R PROPERTIES OF DEPOSITED METAL o
B Bf EQUIVALENT WELDING TYPE OF TYPICAL CHEMICAL COMPOSITION OF = = B AL
BRAND SIZE(mm) SPECIFICATION POSITION CURRENT  WIRE (%) BRRGEE MIEBE SRR REE AEHESIUION
° Y.P(MPa) T.S.(MPa) E.L. (%) 1.V.(J)
AWS EM12 C: 0.06 Mn: 0.92 Si: 0.03 TN AER R ERKAE SN @En16MnE) 4544,
SH.MOBMnA 20-50 GB/T HO8MnA /l AC/DC(+) S: 0.008 P: 0.010 Cu: 0.04 - - - - For welding carbon steel and low alloy steel(16Mn).
AWS EH14 C: 0.07 Mn: 1.82 Si: 0.06 ATHERE RS % ERE, EREafimigE.
SH.M10Mn2 2050 | GR/T HioMN2 % | ACIDC(*) | 5. 0006 P: 0014 Cu: 0.04 - - - - Single and multi-layer welding of H-Beams, spiral pipes, machinery.

PEEMEILIRL (MIG)
STAINLESS STEEL SOLID WIRE (MIG)

SER EQUIVALENT WELDING TYPE OF  TYPICAL CHEMICAL COMPOSITION OF PROPERTIES OF DEPOSITED METAC P
SPECIFICATION POSITION CURRENT  WIRE (%) [ERRIEE ABRE TR HEHE

YP(MPa) TS.MPa) EL. (%) LV.(J)

B2

\ C: 0.08 Mn: 1.81 SI: 045 JEHE18Cr-BNI(304) TR, FRIIFAE , YRR, HBIELE,
SH.S304 0.8-1.6 — ) DC(+) Ni" 8 12 Cr‘. 1é 1 Mc;' (')013 _ 640 36 — For the welding of 18%Cr-8%Ni stainless steel(304),with stable arc, good-looking
/l o o o welding bead and excellent corrosion-resistant property.
N , e a JEE18CrONIGOA R, IR, JREEM, HAILE.
SH.S308 0.8-1.6 GB/T S308 Sy DC(+) C.‘_ 0.027 M?' 0.49 S',‘ 1.85 — 620 38 — For the welding of 18%Cr-8%Ni stainless steel(304),with stable arc, good-looking
AWS ER308 Ni: 10.3 Cr: 19.9 Mo: 0.014 ) ) :
/l welding bead and excellent corrosion-resistant property.
U : : . 121%18Cr-BNi(3043304L) TR, FINAAE. IBEEW, MBI
SH.S308L 0.8-1.6 GB/T S308L — DC(+) C.'. 0.02 M'n. 0.5 S"_ 2 — 640 36.5 — For the welding of 18%Cr-8%Ni stainless steel(304 or 304L),with stable arc, good-
AWS ER308L Ni: 9.7 Cr: 19.9 Mo: 0.03 h . - -
/l looking welding bead and excellent corrosion-resistant property.
\I S REE, MEMAKANIEESA, BIESUS309, SCSI17F, Mk, WEM
. . " 48, BIRE, RlMR.
GB/T S309 C: 0.027 Mn: 0.53 Si: 2.28 ’ ’
SH.S309 0.8-1.6 AWS ER309 — DC(+) Ni© 13.75 Cr:. 23 62 I\I/Io' 0.026 — 630 38 — For the welding of dissimilar steels(such as mind steel and Chromium-molybdenum
/l : : ) : o steel) or SUS309S, SCS17,good heat-resistant and corrosion-resistant property.
Stable arc and easy to operate.
] SMSEREE, MENMKAREESA, EESUS309, SCS17%F, ik, MM
GBIT S309L N\ C: 0.011 Mn: 0.588 Si: 2.31 PEbE, ilisiE, fritER. , _
SH.S309L 0.8-1.6 AWS ER309L N DC(+) Ni© 13.96 Cr- 2332 Mo: 0.026 — 650 39.5 — For the welding of dissimilar steels(such as mind steel and Chromium-molybdenum
/l : : ) ) o steel) or SUS309S, SCS17,good heat-resistant and corrosion-resistant property.
Stable arc and easy to operate.
' _ 8Cr-12Ni-2Mo# (3165(316L) KRR, MIEE, ILEEM, MREME.
GB/T S316L \I C: 0.02 Mn: 0.54 Si: 2.12 . ; ’ : S .
SH.S316L 0.8-1.6 AWS ER316L DC(+) Ni© 12 Cr: 189 Mo: 2.16 — 585 45.5 — For the welding of 180r-1_2N|-2|\_/Io steel(316 or 316L) with stable arc,good welding
/ | bead and excellent corrosion resistance property.
GB/T S321 \I C: 0.06 Mn: 0.56 Si: 1.64 FIFCr1oNiOTIBL BN EE MR IR .
SH.S321 0.8-16 AWS ER321 % DC(+) Cr: 19.38 Ni: 9.33 Mo: 0.15 - 640 37 T For the welding of Cr19Ni9Ti stainless steel structure.
GB/T S347 \I C: 0.04 Mn: 1.74 Si: 0.54 FTCr19Ni9Tizk Cr18Ni1INb E R NLE RN IR 1 .
SH.S347 0816 | Aws ER347 DC() | ¢r: 1956 Ni: 9.63 Mo: 0.15 Nb: 0.55 - 630 35 - For welding of CF9NI9Ti or Cr18Ni11Nb stainless steel structure.
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AHEWILIRL (TIG)
STAINLESS STEEL SOLID WIRE (TIG)

iy Bt 43y 3 ] e RV A £ BHMIEREBIETYPICAL MECHANICAL
BHE MiTHRE RN E 22 e i) |22 (VR IME PROPERTIES OF DEPOSITED METAL R A

EQUIVALENT WELDING TYPE OF  TYPICAL CHEMICAL COMPOSITION OF

Sl ) SPECIFICATION POSITION CURRENT  WIRE (%)

JERREE hEE  EHER A APPLICATION
Y.P(MPa) T.S.MPa) E.L. (%) 1.V.(J)

C: 0.03 Mn: 184 Sit 044 J2HE18Cr-8Ni(304) 1N A, HIMEE. IREEM. MBEME,
SH.S304 1.0-3.2 — DC(-) Ca J g . — 640 36 — For the welding of 18%Cr-8%Ni stainless steel(304),with stable arc, good-looking
Ni: 8.11 Cr: 18.20 Mo: 0.01 ) . ;
welding bead and excellent corrosion-resistant property.
B 432 _QNi N =o E 2 g = 1
ER308 1032 | SBIT S308 DC C: 0.02 ‘Mn: 0.49 Si: 1.85 — 620 38 — J;Tft?ec\;/;gilr(?ogTﬁggr’-si%%%t’;ﬁ|e;:sjﬁst7;:ﬁéoﬁﬁviﬁ1:t;b|e arc, good-lookin
0-3. AWS ER308 ) Ni: 10.3 Cr: 19.90 Mo: 0.01 : 9 0Cr-87%Ni stainless ’ ' 9 g
welding bead and excellent corrosion-resistant property.
' JEHE18Cr-8Ni(3045304L) N 455N, HRINFRE. REEN. MAEME.
GB/T S308L C: 0.02 Mn: 0.5 Si: 2.10 ) o Op NI g .
ER308L 1.0-3.2 AWS ER308L DC(-) Ni: 970 Cr: 1990 Mo- 0.03 — 640 36.5 — For Fhe weldllng of 18%Cr-8%Ni stainless .steel(3(.)4 or 304L),with stable arc, good-
looking welding bead and excellent corrosion-resistant property.
SMEBEE, MENMEHEREESH, BESUS309, SCS17%, ik, MM
GB/T S309 C: 0.02 Mn: 053 Si: 2.28 tEth, mslieE, fFliER. , .
ER309 1.0-3.2 AWS ER309 DC(-) Ni© 13.75 Cr: 23.62 Mo- 0.02 — 630 38 — For the welding of dissimilar steels(such as mind steel and Chromium-molybdenum
T T o steel) or SUS309S\SCS17,good heat-resistant and corrosion-resistant property.
Stable arc and easy to operate.
FHeRIRE, MPINMRAMIEESA, B#SUS309, SCS17%F, ik, MiEM
GB/T S309L C: 0.01 Mn: 058 Si: 2.31 tEth, mslieE, fFliER. , ,
ER309L 1.0-3.2 AWS ER309L DC(-) Ni© 13.96 Cr: 23.32 Mo- 0.02 — 650 39.5 — For the welding of dissimilar steels(such as mind steel and Chromium-molybdenum
T T o steel) or SUS309S\SCS17,good heat-resistant and corrosion-resistant property.
Stable arc and easy to operate.
- i =] =2 == Er Il =% | I+
ER316L 1032 | GBI/ S316L >| pcr) | 002 Mn: 054 Si: 2.12 — 585 455 — 22: tmvim%m E)?‘1168:5Cz‘,:r3112|;\1)i ?hjffteef;mf ﬁé@f v%’?r}mb ’stiﬁ:rfrtmood weldin
e AWS ER316L Ni: 12.00 Cr: 18.90 Mo: 2.16 ' 9 T enel 9 9
/ | bead and excellent corrosion resistance property.
GB/T S321 C: 0.04 Mn: 1.64 Si: 0.56 FFCr1oNioTIB N FMEE MBI IFHE o
ER321 1.0-32 AWS ER321 DC() Cr: 19.38 Ni: 9.33 Mo: 0.15 Ti: 0.45 - 640 37 T For welding of Cr19Ni9Ti stainless steel structure.
1030 | GBIT 8347 C: 0.04 Mn: 1.74 Si: 0.54 . 620 35 . FIFCr1oNi19TiZi Cr18Ni11Nb B T B ML AR HE .
ER347 e AWS ER347 DC(-) Cr: 19.56 Ni: 9.63 Mo: 0.15 Nb: 0.5 For welding of Cr19Ni9Ti or Cr18Ni11Nb stalinless structure.
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