REMAIN
.JC -

a

IAC SATVIALSNANI SOAVNINOVIN A SINOIODV43d



Ll
a
S
9,
<
a
_|
Ll
S
_
Ll
Ll
I—
n
O
E
O
>

MIG/TIG Mild Alloy Steel Solid Welding Wire

Item  |Copper plating C Mn Si S P Ni Cr Mo Cu
ER708-2 | YorN | <007 [0.90-1.40|0.40-0.70| <0.035 | <0.025 [Ti0.050.15(2r0.020.12| A0.050.15| <0.50
ER70S-6 | YorN |0.06-0.15|1.40-1.85|0.80-1.15| <0035 | <0.025 | <05 | <045 | <0.15 | <0.50
ER70S-3 | YorN |0.06-0.15|0.90-1.40| 0.45-0.75| <0035 | <0.025 | <0.15 | <045 | <0.05 | <0.50
ER705-6 | YorN | <0.15 [1.40-1.90]055-1.40] <0.030 | <0030 | — — | 01202 <050
ER4S-1 | YorN | <011 |1.80-2.10|0650.95 <0.030 | <0030 | <0.30 | <020 | — | <050

******The surface treatment of MIG welding wire: copper coated or non copper coated

Steel Alloy Flux Cored Welding Wire( Tubular Welding Wire)

L - T S T[N S PO - S (I e
E61T-GC <0.18 <1.75 <0.90 =0.030 <0.030 0.50 <0.20 <0.30 =0.08
E70T-1C <0.18 <1.75 <0.90 <0.030 0.030 <0.50 <0.20 =0.30 <0.08
E70T-4 =0.30 <1.75 =0.60 =0.030 0.030 0.50 \ =0.20 =0.30 Al:=1.8
E71T-1C =012 <1.75 =0.90 <0.030 =0.030 =<0.50 =0.20 <0.30 =0.08
E71T-5C <0.12 <1.75 =0.90 <0.030 0,030 <050 | <=0.20 <0.30 =(.08
E7T11 | <030 | <75 | <060 | <0030 | <00 | <0%0 | <020 | <03 | Ai<18
E71T-GS <0.18 <175 <0.90 <0.030 <0.030 0.50 <0.20 =0.30 <0.08
E71T-7 —_ <1.75 =0.60 =0.030 <0.030 <0.50 0.20 <030 | AL=18
E717-8 o <1.75 <0.60 <0.030 =0.030 =0.50 0.20 <0.30 Al:=1.8
EG70T-2 — <2.00 <0.90 <0.030 | <0.030 0.30 | <0.20 <0.35 —
EG72T-1 = <1.70 <0.50 <0.030 0.030 <0.30 ! <0.20 <0.30 =0.08

MIG Mild Alloy Steel
Solid Welding Wire
Spool Drum 2.5Kg / 5Kg: Plastic Tube Box
1kg / Ska / 15-20kg 100KG /250-300Kg 5Kg / 10Kg: Carlon Packing

Non-copper

Coated

Item c Mn Si S P Cr Ni Mo Cu !

ER30B | <0.08 | 1.00-250 | 0.30-0.65 | <0.030| <0.030 | 19.50-22.00 | 9.00-11.00 | <075 | <075

ER30BL | <0.03 | 1.00-250 | 0.30-0.65 | <0.030| <0.030| 19.5022.00 | 9.00-11.00 | <075 | <075 | —
ERIOBLM | <0.03 | 1.00-250 | 0.30-0.65 | <0.030 | <0.030] 19.5022.00 | 9.00-11.00 | <075 | <075 | Z
ER30BLSI | <0.03 | 1.00-250 | 0.65-1.00 | <0.030| <0.030 | 19.50-22.00 | 9.00-11.00 | <075 | <075 | o)
ER30BLT | <0.03 | 1.00-2.50 | 0.30-0.65 | <0.030| <0.030 19.5022.00 | 9.0011.00 | <075 | <075 | §
ER308 | <0.12 | 1.00-250 | 0.30-085 | <0.030 | <0.030 | 23.00-25.00 [ 12.00-14.00 | <075 | <075 | >
ER30SL | <0.03 | 1.00-250 | 0.30-0.65 | <0.030| <0.030 | 23.00-25.00 | 12.00-14.00 | <075 | <075 | o
ERI0OLSI | <0.03 | 1.00250 | 0.65-1.00 | <0.030| <0.030| 23.00-25.00 | 12001400 | <075 | <075 | g
ERI0IM0 | <0.12 | 1.00-250 | 0.30-0.65 | <0.030| <0030 25.00-2500 [12.00-1600 | 200300 | <075 | x
ER308LMo | <0.03 | 1.00-250 | 0.30-0.65 | <0.030| <0.030] 23.00-25.00 | 12.0014.00 | 200300 | <075 | 2
ER310 | 0.08-0.15 | 1.00-250 | 0.30-0.65 | <0.030| <0030 | 25.00-28.00 | 20.00-2250 | <075 | <075 | b
ER316 | <008 | 1.00-250 | 0.30-0.65 | <0.030| <0.030 | 18.00-20.00 | 11.00-14.00 | 2003.00 | <075 | S
ER31BL | <0.03 | 1.00-250 | 0.30-0.65 | <0.030] <0.030] 18.00-2000 | 11.00-14.00 | 200300 | <075 | ©
ER3MBLSI | <0.03 | 1.00-250 | 0.65-1.00 | <0.030| <0.030 | 18.00-20.00 | 11.00-14.00 | 200-3.00 | <075 | A
ER31BLT | <0.03 | 1.00-250 | 0.30-0.65 | <0030 | <0.030 | 18.00-20.00 | 11.00-14.00 | 200-3.00 | <075 | o
ER347 | <008 | 1.00-250 | 0.30-0.85 | <0.030 | <0.030 | 19.00-2150 | 9.00-10.00 | <075 |Nb:t0c-1.0] a
ER347L | <003 | 1.00-250 | 0.30-0.65 | <0.030| <0030 19.00-21.50 | 9.00-11.00 | <075 |Nb:10C-10)] :
ER34TSI | <0.08 | 1.00-2.50 | 0.65-1.00 | <0.030 | <0.03019.0021.50 | 9.00-11.00 | <075 | Nb:10C-1.0 | IN
CER321 | <008 | 1.00-250 | 0.30-0.65 | <0030| <0.030 18.50-20.50 | 9.00-10.50 | <0.75 |Nb:9C-1.0 | i
ER4ID | <012 | <080 | <050 |<0.030]<00%0|11501350] <060 | <075 075 | 5
ERATONMo | <006 | <060 | <050 |<0030]<0030|11.00-1250| 400500 | 040070 | <075 | =
EA317 | <008 | 1.00-250 ] 0.30-05 | <0030[ <0030 18.50-20.50 | 1300-1500 | 300400 | <075 | o
ER318 | <0.08 | 1.00-250 0.30-0.65 | <0.030 <0.030] 18.0020.00 | 11.00-14.00 | 2.00-3.00 |Nb:8C-1.0 | N
ER386 | <0.025| 1.00-250 | <050 |<0.030| <0030 19.50-21.50 | 24.00-26.00 | 4205.20 | 1.20-2.00 |

ER430 | <010 | <060 | <050 |<0.030|<0030| 15501700 <060 | <075 | <075 |
ERA30IND | <0.03 | <060 | <050 |<0.030|<0030|155017.00| <060 | <075 |Nb:8C-1.2 |

ERBID | <005 | 025075| <075 |<0030|<0030|16.00-1675| 450-500 | <075 | 325400 |

ER2208 | <0.03 | 0.50-2.00| <090 |<0030|<0030|21502350| 7.50-050 | 2.50-350 | 00802 |

ER2584 | <003 | <250 | <100 |<0020|<0030|24.00-27.00 | 8.00-10.50 | 2.50-450 |N. %403 |
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ltem C Mn Si S P Cr Ni Mo Cu Item c Mn Si } S P Cr Ni Mo Cu

ER308 <0.08 | 1.00-250 | 0.30-0.65 | <0.030 | <0.030 | 19.50-22.00 | 9.00-11.00 | <075 | <0.75 E307T1-1 | <013 | 3.30-475| <100 |<0.030|<0.040| 18.00-20.50 | 9.00-10.50 | 0.50-1.50 | <075

ER308L | <003 | 1.00-250 | 0.30-0.65 | <0.030| <0.030 | 19.50-22.00 | 9.00-11.00 | <075 | <075 E30BT1-1 | <008 | 050-250 | =<1.00 |=<0030<0.040|18.00-21.00 | 9.00-11.00 | <075 | <075

ER308IM | <003 | 1.00-250 | 0.30-0.65 | <0.030 | <0.030 | 19.50-22.00 | 9.00-11.00 | <0.75 | <0.75 E30BHT1-1 | 0,04-0.08 | 050250 | <100 |<0.030| <0040 18.00-21.00 9.00-11.00 | <075 | <075 —
LL ER308LSI | <0.03 | 1.00-250 | 0.65-1.00 | <0.030 | <0.030| 19.50-22.00 | 9.00-11.00 | <075 | <0.75 E30BLTI1 | <0.04 | 050-2.50 | <1.00 |=<0.030| <0.040| 18.00-21.00 | 9.00-11.00 | <075 | <0.75 121
Y ER30BLT | <0.03 | 1.00-250 | 0.30-0.65 | <0.030 | <0.030| 19.50-22.00 | 9.00-11.00 | <075 | <0.75 E30GHTI-1 | 0.04-0.10 | 050-2.50 | <1.00 |<0.030| <0.040| 22.00-25.00 | 12.00-14.00 | <075 | <075 o)
f— ER309 <012 | 1.00-250 | 0.30-0.65 | <0.030| <0.030| 23.00-25.00 | 12.00-14.00 | <075 | <075 E308UT1-1 | <0.04 | 050-250 | <100 |<0.030|<0.040{22.00-25.00 [12.00-14.00 | <075 | <075 X
; ER30OL | <003 | 1.00-250 | 0.30-0.65 | <0.030] <0030| 23.00-25.00 | 12001400 | <075 | <075 EMMTH | <004 | 050250 | <1.00 | <0.030] <0.040|21.00-25.00 | 12001600 | 200300 | <075 | E

ER308LSI | <003 | 1.00-250 | 0.65-1.00 | <0.030 | <0.030 | 23.00-25.00 | 12.00-14.00 | <075 | <075 E3107T1-1 | <020 | 1.00250 | <100 | <0030 <0.030 | 25.00-28.00 | 20.00-2250 | <075 | <075 0
O ER309Mo | <0.12 | 1.00-2.50 | 0.30-0.65 | <0.030 | <0.030| 23.00-25.00 | 12.00-14.00 | 2.00-3.00 | <0.75 E312T1-1 | <0.15 | 050-250 | <1.00 |<0.030|<0.040 28.00-32.00 | 8.00-10.50 | <075 | =<0.75 o)

ER3DSLMG | <003 | 1.00-250 | 0.30-0.65 | <0.030 | <0030 | 23.00-25.00 | 12.00-14.00 | 2.00-3.00 | <0.75 E316HTI-1 | 0.04-0.08 | 0.50-250 | <1.00 | <0.030 | <0.040 | 17.00-20.00 | 11.00-14.00 | 2.00-3.00 | <075 <
Z ER310 | 0.08-0.15| 1.00-250 | 0.30-0.65 | <0.030 | <0.030 | 25.00-28,00 [ 20.00-2250 | <075 | <0.75 E3ELTH | <0.04 | 050250 | <1.00 | <0030 <0.040 | 17.00-20.00 | 11.00-14.00 | 2.003.00 | <0.75 k
N ER316 <0.08 | 1.00-250 | 0.30-0.65 | <0.030 | <0.030 | 18.00-20.00 | 11.00-14.00 | 2.00-3.00 | <0.75 EBIATI | <0.04 | 050-250 | <1.00 |<0.030|<0.040| 18.00-21.00 | 12.00-14.00 | 3.00-4.00 | <075 N

ER316L | <003 | 1.00-2.50 | 0.30-0.65 |<0.030 | <0.030 | 18.00-20.00 | 11.00-14.00 | 2.00-3.00 | <0.75 EATHTI-1 | 0.04-0.08| 050-250 | <100 |<0.030|<0.040|18.00-21.00 | 9.00-11.00 | <075 | Nb:8'C-1.0 )
- ER316LSI | <003 | 1.00-2.50 | 0.65-1.00 | <0.030 | <0.030 | 18.00-20.00 | 11.00-14.00 | 2.00-3.00 | <0.75 EB47T1-1 | <008 | 050250 | <1.00 |<0.030| <0.040 18.00-21.00 | 9.00-11.00 | <075 |Nb:8'C-1.0 8
LLl ER316LT | <003 | 1.00-2.50 | 0.30-0.65 | <0.030 | <0.030 | 18.00-20.00 | 11.00-14.00 | 2.00-3.00 | <0.75 E410T0-1 | <012 | <120 | <1.00 |<0.030|<0.040]11.0013.50 | <060 | <075 | <075 l
; ER347 <008 | 1.00-250 | 0.30-0.65 | <0.030 | <0.030| 19.00-21.50 | 9.00-10.00 | <0.75 |Nb:10C-1.0 BIONMTI | <006 | <100 | <100 |<0.030]<0.040|11.00-1250 | 400-500 | 0.40-070 | <075 (?J

ER347L | <003 | 1.00-250 | 0.30-0.65 | <0.030 | <0.030 | 19.00-21.50 | 9.00-11.00 | <0.75 |Nb:10C-1.0 EA30T0-1 | <010 | <120 | <100 |<0030|<0040]1500-1800| <060 | <075 | <075 | T
1 ER347SI | <0.08 | 1.00-250 | 0.65-1.00 | <0.030 | <0.030 | 19.00-21.50 | 9.00-11.00 | <0.75 |Nb:10C-1.0 E386T1-1 | <0.03 | 1.00-250 | <050 |<0.020| <0.030 | 19.50-21.50 | 24.00-26.00 | 4.20-5.20 | 1.20-2.00 | <
LLl ER312 | <0.15 | 1.00-250 | 0.30-0.65 | <0.030] <0030] 28.00-3200 | 800-10.50 | <075 | <075 E2200T1-1 | <0.04 | 050-200| <1.00 |=<0.030<0.040| 21.00-24.00 | 7.50-10.00 | 250-4.00 |NOIIZ I
LLl ER410 <012 | <060 | <050 |=<0.030|<0.030|11.50-1350| <060 | <075 | <075 E2604T1-1 | <0.04 | 050-250| <1.00 |<0.030]<0.040|24.00-27.00 | 8.00-10.50 | 250450 | =955 | ﬁ
— ER41ONMo| <006 | <060 | <050 |<0.030 <0.030| 11.00-1250 | 4.005.00 | 040070 | <0.75 EC409 <008 | <080 | <080 |<0.030|<0030|1050-1350| <060 | <050 |Ti10C-15 ©
wn ER3I7L | <003 | 1.00-250 | 0.30-065 | <0.030| <0.030 18.50-20.50 | 13.00-5.00 | 3.00-400 | <0.75 | EC439 | <004 | <080 | <080 [<0030|<0030{17.00-19.00 <060 | <050 |Ti:10C-1.1 i

ER318 <008 | 1.00-250 | 0.30-0.65 | <0.030 | <0.030 | 18,00-20.00 | 11.00-14.00 | 2.00-3.00 | Nb:8C-1.0 o
@) ER385 <0.025 | 1.00-250| <050 |[=0.030| <0.030| 19.50-21.50 | 24.00-26.00 | 4.20-5.20 | 1.20-2.00 1)
|: | ER430 | <008 | <060 | <050 [=0.030]<0.030|1550-17.00| <060 | <075 | <075 _ P
T ERB30 <0.05 | 0.25075| <075 |<0.030| <0030/ 16.00-16.75| 4.50-5.00 | <075 | 3.25-4.00 : ’
O ER2208 | <003 | 050200 <090 |<0.30| <0030 21.50-23.50 | 7.50-8.50 | 2.50-3.50 | {20802
N ER2694 | <003 | <250 | <100 |=<0.020|=<0.030| 24,00-27.00 | 8.00-10.50 | 2.50-4.50 |P 240
>
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Material | temCode | Cu | Al | Si | Sn  Mn | Ni | Fe | Ag | P | Ti |Other AWSCode | Ni | Cu | Fe | ©C | Mo | Ti | Man | € | Si | Nb+a
OuMION| Rost | 8.0 | oo | coe | o [ e | oo | e | e | e |05 ' ERNi-1 | 030min | <025 | <10 | — | — [ 2085 | <t0 | <045 | <075 | —
CuAlfOFe | Rest | 9.5 | «ww- | e | e | woe | 40 | oree | wee | e <05 ERNiCu-7 | 620690 | Rest | <25 - — [ 1530 | <40 | <015 | <15 | —
Aluminium 3| = GuMBNI2 3| Rest | 8.0 | - | - | 15 | 22 | 20 | e~ | == | — |<05 [ ERGUNi (290320 | Rest | 04075 | — | — | 0205 | <10 | — | <0%5 | —
Bronze | CuAIBNi6 | Rest | 9.0 | - |« | 15 | 50 35 | e | e | e <05 | ERNiCMo-3 | =560 | <05 | <70 | 200230 80400 | 0205 | <10 | <040 | <080 | 3254.15 _
CUMMISAIT) Rest | 7.5 | === | = | M.5 | 20 | 29 | == |« | - [S0.5 ERNICrMo4 | Rest = <05 | 4070 | 145165 150470 | 0205 = <10 | <002 | <008 | W.3045 Z
ERRN ost § 10.5 | - J o> Lo 1o [ 30 Lo | Lo 1800 | ERNCrMo-10 | Rest = <05 | 2060 | 200225 125145 0205 <05 | <0015 <008 | W 2545 py
Low | gﬁguns 22:: el 2(3} - ?S’ S e e L o (83 ERNCMo-13 | Rest | <05 | <15 | 220240 | 150165 | 0205 | <05 | <00 | <050 | — %
Aloyed  —ouSl3  Rest - 30 e LD em e o 003 | ERNC-3 | =670 | <05 | <30 | 18020 — | 0510 2535 | <010 <050 | 2030 2
g es . : . 0. 2 = S >
= N i — T — T T T =1t Tz — =5 | ERNCiFe5 | >700 <05 | 6000 40470 — | — | <0 | <040 | <080 | — >
Ciimd N — T 80— — T — T — 102 [ — [=os _ERNCe? | Rest <05 | 70410 [280315] — | — | <10 | <004 | <050 | <0 0
CopperNickel_ CuNi30Fe :RBSt e W 1.0 30.5 1.0 - ) 0.4 ,:05 ERNiCrFe-TA Rest <(.5 7.0-11.0 280-315 — — <10 _ <0.04 <0.50 05-1.0 O
Alloyed CuNi1OFe | Rest | ---- | == | - 10 105 10 | -- | - | 04 <05 2
Producting of MIG Welding Wire
Material | ItemCode | Cu = Zn | Si | Sn Mn | Ni | Fe Other
CuZnA | 89.5 Rest 0.5 i e <05
CuZnB . 590 | Rest  0.05 1.0 005 | 025 | 04 | <05
e | CuznC | 590 | Rest | 005 | 1.0 | 005 | - | 04 | <05
PN ek | CuZnS | 600 | Rest = 025 | 025 @ weee |  eeee | e <05
Nickel Silver | CuZnD 49.0 | Rest | 0.15 10.0 — | <05
m 1kg /5kg /10-15kg: spool packing Then On Seaworthy Pallet
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TIG 2.5ka / 5kg:  plastic tube t?ox
5kg / 10kg: Carton packing
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[AWSCode] ENISO | Si | Fe | Cu | Mn | Mg | C | Zn [ T | 2r | A | Be LEAD SOLDER WIRE
[ ER1100 | AI99.0Cu | 0.95 {0,05—0,20 0.05 \ == ||l == | [/ J)° == I >= oy | ==
_ER:‘Ia-Eu_ AlSi5 456.0 T 0.8 [ 03 0.05 0.05 = 0.1 0.2 = Rest 0.0003 ITEM.NO. MATERIAL DIAMETER(MM) WEIGHT/ROLL MELTING POINT
.- ER4047 | AISi12 |11.0-13.0, 0.8 | 0.3 0.15 O L = | B |l =l == Rest | 0.0003 63% SN63% Pb37% 0.6/0.8/1/1.2/1 512 10g/50g/750/450g/500g/1kg 183°C
[ ER5356 |AIMg5Cr(A) 025 | 04 | 0.1 10.05-0.20) 4.5-5.5 |0.05-0.20| 0.1 |0.06-0.20 — Rest | 0.0003
[ ER5087 |AMg4.5MnZr) 025 | 0.4 | 0.05 0.7-1.1 | 4.5-5.2 |0.05-0.25| 0.25 | 0.15 |0.10-0.20, Rest | 0.0003 60% Sn60%, Pba0% 0.6/0,8/1/1.2/1.5/2 109/500/750/4500/5009/1kg 183°C - 190°C
[ ER5183 |AMadSMn07(A) 0.4 04 | 0.1 0.5-1.0 | 4.5-5.2 |0.05-0.25 0.25 0.15 .= Rest 0.0003 —
: ' ' : 63% Sn55%, Pb45%  0.6/0.8/1/1.2/1.512 109/500/759/450g/5009/1kg 183°C - 203°C Z
Choose the welding wire according to the base metal - Sn50%. Pb50%  0.6/0.8/1/1.2/1.572 10g/50q/759/4500/500g/1kg 1835C - 215°C 8
6061 5088 -
S":f:l 7003 | 6063 | 5083 f;:j 5052 | so0s | 2218 iE:‘ 3004 | 1200 '11::?}2 ;g:g s Snd5% PBS5% = 0.6/0.8/1/1.2/1 502 109/500/759/4500/5000/1kg 183°C - 221°C p o)
i 6101 2056 Rl g S i
1070 5356 4043 5356 5356 4043 1100 4145 4145 4043 1200 1100 1070 9 Sn40% Pb&0% 0.6/0.8/1/1.2/1 52 109/500/75q/450q/5000/1ka 83°C - 235°C Z
m 1050 | (214)5) | (517 (2) (21415) | (218) | (1415) | (415) (215 | (11415) | (1]415) | (114]5) = ; e >
m 1100 5356 4043 5356 5356 4043 1100 4145 4145 4043 1200 1100 e Sn35%. Pb65° 0.6/0.8/1/1.2/1.5/2 10g/509/759/450g/500g/1kg 183°C - 245°C n
3003 | (21418) | (517) (2) (214150 | (2150 | (114151 | (415) (2158) | (11415) | (11415) = IR
m— szon WSnc ] 2065 [REsaSay 0308 [RAERN 1200 IEREN sus [l 290 5¢ Sn30%, Pb70%  0.6/0.8/1/1.2/1.5/2 10g/50g/759/450g/500g/1kg 183°C - 255°C (@)
'z (214]5) (517) {2) (2|4]5) (2]5) (1]4]5) (4]5) ; (2]5) (114]5)
qida 5356 4043 5356 5356 5356 5356 | 4145 e 5356 (] Sn25%. Pb75° 0.6/0.8/1/1.2/1.5/2 100/500/750/4509/5009/1kg 183°C - 267°C .Z
4 | s @) | @13) | @8 8] (2415) | (415) (21314)
2014 Whiks atas | 4145 | 4145 7# Sn20%, Pb80%  0.6/0.8/1/1.2/1.5/2 10g/509/759/450g/500g/1kg 183°C - 279°C H
2017 (8) (8) D
4043 | 4043 4043 | 4043 | 4043 | 2319
Y 219 | 400 | 00 T R T LEAD -FREE SOLDER WIRE b
so0s | 9356 | 4043 | 5356 | 5356 | 5356 | 5356 n
I I I ; | _(2]3) | (2131517 (2) (213) | (21314) | (2(3]45) ITEM.NO. MATERIAL DIAMETER(MM) WEIGHT/ROLL MELTING POINT
soso | 5956 | 4043 | 5356 [ 5356 | 5356 Remark: R TR T T TITR IR TR v o= O
D wae (213) | (2131517) (2) (2|3) (213)4) 1 =n-U. /U Sn99.3%, Cud.7% 0.6/0.8/1/1.211.5/2 0g/750/4500/1 LI =21 ¢ m
5154 | 5356 | 5356 | 5356 | 5356 2 1
5454 213) | (2]1314) (2) (2]3) 3 .h
J T — 4 Sn100 Sn100% 0.6/0.8/1/1.2/1.52 00/750/4509/1 | 217°C - 277°C
i?gi 5356 | 5356 | 5356 5 » > 0/ 759/450¢ ()
O 2% (2) @) (2) ¢ W
__ 5056 | DO | ol
ﬁ[}:‘ 5358 53586 L Sn0.3AgCu Sn99.7% 0.6/0.8/1/1.2/11.52 217°C-277°C m
6063 R A
U) | 101 | (2RMIs) (213i5) 8) =<
5356
03 | "o Sn3AgCu Sn97%, (Cu+Ag)3%  0.6/0.8/1/1.2/1,572 109/50g/769/4509/1 | 217°C - 277°C H
I — kg h
O Packing of MIG Welding Wire .||>
— n
S~ I
O %
—— .h

No cleaning | Fresh smell : <
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O Oxide Addictive Features & Applications
m Item Code Varieties | Content % Impuritirs Content % | Tungsten Content % Color Standard Standard Gouging Welding Rod can be used for cutting, welding defects removing, making holes, welding inspection, and removing
2 over-welded parts. The merits of Gouging Welding Rod are low consumptive and electrically resistant, and the stability of the
LU 159, 0.00-3.20 =i/ B2, folow products by using selected raw materials
|— WT20 ThO, | 1.80-2.20 <0.2 Bal. Red 1SO 6848
( ) WT30 ThO, | 2.80-3.20 <0.2 Bal. Purple AWS A5.12M -
WT40 ThO, | 3.80-4.20 <0.2 Bal, Orange - BORMAL DIRENSIUN STANDARD SHAPE Z
Lu WL10 La,0, | 0.80-1.20 <0.2 Bal. Black _ : CURRENT(A) 8
—d WL15 La,0, | 1.30-1.70 <0.2 Bal. Golden M',\?SOA%B:EM OtametorxLangthimm) (inch} -
| l | WL20 La,0, | 1.80-2.20 <0.2 Bal. Sky Blue | 4DC 305 @4.0 x305 5/32x 12 150~200 2
ISO 6848 5DC 305 @5.0x 305 3/16 x 12 200~250
O g ge(? = L = o pFos ¥ 6.0DC 30 @6.0 x305 15/64x 12 300~350 R
wZz3 " | 0.20-0.40 <0.2 Bal. Brown 1SO 6848 : 0 LA oot » 6
Z WZ8 Zr0, 0.70-0.90 <0.2 Bal. White AWS A5.12M 6.5DC 305 @6.5x 305 114 %12 320~370 Z
— L » 1SO 6848 8.0 DC 305 28.0 x 305(355) 5/16 x 12(14) 400~450 N
O WP <0.2 Bal. Green AWS A5.12M ROUND L\
T 9.5DC 305 9.5 x 305(355) 3/8x12(14) 500~550 POINTED g
D < i L R be al e AWS A5,12M 11 DC 305 @11.0x 305 11/32 x 12 600~650 L
O WX - 1.00-4.00 <0.2 Bal. Pink 1SO 6848 12DC 305 ©12.0 x 305(355) 15/32 x 12(14) 750~800 O
WS - 1.00-4.00 <0.2 Bal. Dark Green AWS A5.12M o
O 13DC 305(355) @12.7 x 305(355) 1/2 x 12(14) 800~900 -II>
~ 16 DC 355 @16.0x 355 5/8x 14 950~1100 W
» W
Electrode Type & Polarity Depending On The Welding Material 1900 365 adlil L kol Lt o ai
LLl <
D 1 best 2 better -- not recommended TORCH STANDARD el k
TYPE
ROUND ELECTRODE FLAT ELECTRODE N
y DC
O Material Electrode Type Neg Pos AC K3000 Medium Duty/Max.600AMP 5/32"(4mm) to 3/8"(10mm) | 3/8"(10mm) ('n
ﬂ: Alumium (width<2.5mm) WL15.WP.WZ8 2 2 1 K4000 Heavy Duty/Max.1000AMP 5/32"(4mm) to 1/2"(13mm) | 3/8"(10mm)to 5/8"(16mm) 8
- Alumium (width>2.5mm) | WL15.WP.WZ8 2 5 1 K3 General Purporse/Max.600AMP 1/8"(3mm) to 3/8"(10mm) | 3/8"(10mm) to 5/8"(16mm) 0
Alumium Alloys 15.WP. 74 i 1
LIJ Magnesium ! i1 5‘;; ua S 2 1 K5 General Purporse/Max.1250AMP 5/32"(4mm) to 5/8"(16mm) 3/8"(10mm) to 5/8"(16mm) B
—I Magnesium Alloys WP e 2 1 7 ™\ &
LLI Carbon Steel WL15.WC20.WT20 1 i =
Stainless Steel WL15.WC20.WT20 ) 3 s =
Z Alumium Bronze WP 1 - -
I I I Silicon Bronze WL15.WC20.WT20 1 == 2
Nickel & Alloys WP 2 e 1
I Copper WL15.WC20.WT20 1 = -
(0p) Bronze WL15.WC20.WT20 1 - 2
O Titanium WL15.WC20.WT20 1 - 2 \
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Shield | Type of Standard & Typical Chemical Composition of Deposited Metal (%) Hardness of Shield | Type of Standard & Typical Chemical Composition of Deposited Metal (%) Hardness of
Item Gas Gflfrent ; " Deposied Vet Item Gas Cﬂ‘r)rent ; Depontiec Heke
¢ Mn Si < L Ni | Mo v W Nb |Others HRC c Mn Si S| P Cr Ni | Mo v w Nb |Others HRC
BHG107 Co, DC | =0,20 | =3.50 =100 | - | - - - - - - - - 222 BHMB0 |Selfshield| DC | <1.00 - - - | — | 6585 - |=300 [0.51.0f -~ ~ | <4.00 =60
Applications: Surfacing low hardness surface at normal and middle temperature Applications: Surfacing at room temperature and non patellar comosion conditions, with abrasive wear under impact loading working parts, wearing parts
BHG127 Co, DC | =0.20 | =420 |=100| - | - - - - - - - - =28 BHMS4 |Sel-shield| DC' |1.5-3.0| <2.00 | <200| - | — |200:300| - |6.5-8,5|=2,00 - - - 2 55 —
I I I Applications: Surfacing medium hardness surface at normal and middle temperature Applications: Surfacing withstand parts under medium impact and severe abrasive wear 2
BHG172 Co, DC" | =0.50 - - - | - | =250 | - [<250 - - - - =40 BHM103 | Selshield| DC' | =0.15 | =1.50 | =1.00| - [1530| - |s1.00| - < x: < - | Hb220-260 T
m Applications: Surfacing gear, digger, tractor scraper, deep plowing wear parts, mining machinery plough Applications: Surfacing and repair welding of tubulous mould %
— BHG207 Co, DC |0.5-1.0| <250 |s1.00 | - | - | =350 | - - - - - | =1.00 250 BHM256 | Seff-shield| DC’ | =1.00 [ 110160 | =1.30| - | - - 3 — - = - | <500 Hb2170 Z
Applications: Surfacing the wear parts such as the blade of the bulldozer and the propeller, etc. Applications: Surfacing crusher roller, high manganese steel rail, bucket, bulldozers and other affected parts easy to wear. >
BHG212 Co, DC |0.3-0.6 - - - | = |<500 | - (=400 - - - - 250 BHM317 | Self-shield| DC' | 0.3-0.8] 0.5-1.0 {0.3-0.6|<0.03|<003|3.0-4.0| - |2.0-3.5(1.5-25|6.0-8.0| - |=<2.50 58-62 (@)
Applications: Surfacing single layer or multi layer surfacing all kinds of damaged parts, such as gear, dug bucket, mining machinery, efc. Applications: Surfacing high impact resistant wear, corrosion and corrosion situation 6
O BHG224 Co, DC' | <040 |05-20|=<100| - | - |4.0-9.0] - |=2.00 (<200 (1.545]| - - 50-55 BHM322 | Seff-shield| DC' | <0.50 - - - | = - - | <2.50 | =1,00 |7.0-10.0| - = =55 Z
Applications: Surfacing and repair welding of hot roll Applications: Surfacing die and cutting tools and for repairing mechanical parts requiring high performance high loss oo
Z BHG225 Co, DC° | s0.60 |05-20 |s100| - | - |40-90] - [=200 |[=<200 (1.545| - - 55-60 BHM337 |Seffshield| DC' |025055 - = = | = = o [ = = |7.0-100] - |=1.00 =48 g
— Applications: Repair welding of rolls and the other wear-resistance parts Applications: Forging die on a cast steel or a forged steel, which can also be used for forging die repair N
D BHG226 Co, DC" | =0.50 |0.5-20 |=100| - | - |4.0-90] - [=2.00 =200 (1.545]| - - 40-46 BHMS47 | Self-shield| DC | =0.18 | 0.6-2.0 |3.5-6.4|<003|=004|150-180(7000| - + + - | =2.50 | Hb270-320 I
I Applications: Surfacing and sealing surface for cold-rolling roll Applications: Surfacng the sealing surface and other sealing parts of the high pressuire bader device of a power station with the temperature of less than 570°C 8
BHG237 Co, DC" | =060 [1.5-2.5 - - | - |8.0-100| - [=250 [0.5-1.0] =~ - - 250 BHVGIMD | Self-shield| DC' | =0.18 | 0.68-5.0 | 2.0-4.5|=003{s0.04|140-210 (651200 2.5-7.0] - - |0512| =2.50 2 30 (o]
m Applications: Surfacing high hardness surface at normal and middle temperature Applications: Surfacing the high pressure valve seal face with a working temperature of less than 600°C, .Ih
BHG252 Co, DC” | 0.2-0.8 - ~ - | - |4.0-70| - [0.5-20| - - - - =50 BHMST77 |Selfshield| DC’ | =1.50 |120:180| =2.00| = | — [120-18.0(<6.00| <4.00 = - - | =300 =28 W
Applications: Sutfacing high hardness surface al normal and middle temperature Applicaions: Surfacng middle temperalure high pressure valve sealing surface and olher afiecied perts easy to wear wilh fhe working lemperature of less than 510°C W
BHG255 Co, pc' |0.2-0.7 - 1.0-3.5| - | - [6.0-95]| - - - - = = =50 BHH517 [Self-shield| DC' | =1.00 - = - | = |8.016.0] - | <2.50 = - - = = 45 gl
‘ ’ Applications: Surfacing high hardness back-up roll and agricultural machinery Applications: Surfacing and sealing surface for middle temperatures high pressure valves '<
BHG256 Co, pc |0.2-0.8 - - - | - |40-70| — - (0.2-1.0(05-20| - = 2 50 BHH581 | Sefi-shield| DC' | 3.0-5.0 3 = - | = |200300f - = = = - | <6.00 z 55 H
2 Applications: Surfacing parts of serious abrasion wear and normal temperature wear Applications: Surfacing overlaying parts that bear strong abrasive wear, such as coal grinding rings and pulverized quinones. g
N BHG257 Co, pc” |04-06(1.0-3.0 0410 = | = |5.0-7.0| = [1.0-25| =~ - ; - 55-60 BHH620 |Seffshield| DC' | 3.0-5.0] s2.00 | =200| - | - |220280| - = - - - | <400 = 60 I
‘ ’ Applications: Surfacing roll parts of excellent abrasion wear and high temperalure wear Applications: Surfacing overlaying parts that bear strong abrasive wear, such as coal grinding rings and pulverized quinones. %
BHG350 Co, pc’ |0.1-0.2(1.3-2.0 |0.4-9.0 - | - |1.0-20| - |[=0.50 = & 2 Gz Hb=2350 BHH938 |Sef-shield| DC' |2.0-4.0( <2.00 | <2.00| - | - [150-250{<2.00| =4.00 - |053.0] - |=200 > 60 [(e)
Applications: Surfacing low hardness surface of mining equipment at normal and middle temperature. Applications; Surfacing overlaying parts, can also be used for grinding and grinding rolls, which bear strong abrasive wear and slight impact. (00)
u BHG397 Co, DC" | <0.60 | <250 |=1.00 |<0.035{<0/40 <2.00 | — [=1.00 — = = —- =40 BHHB3 |Sefishield| DC' | <4.00 [1.0-20| <1.00| - [ - [|120:200] - = = = = - 55-60 |'IU
D Applications: Surfacing and repairing forging die for cast steel and forget steel Applications: Surfacing excellent wear resistant for coal mill roll and Cement mixing roll (N
BHG414 Co, pDC' | <0.15 [0.5-2.0 | <100 | - | — |B8.0-14.0{2545( <1.00 - = = - 243 BHH64 |[Selfshield| DC' | <5.00 [05-1.5| <1.00| - | — |200300| - 3 - - = = 55-65 B
m Applications: Surfacing welding of valve stand and pressure relief valve Applications: Suriacing excellent wear resistant for coal mill roll and Cement mixing roll
BHG450 Co, pCc’ |0.150.3 - = - | = |N0150| - = = = = - 245 BHH65R | Seff-shield| DC' |3.0-6.0{0.5-1.0| <400| - | - |20300| - |4.0-8.0( =2.00(1.0-3.0|4.080| <2.00 z 60
Applications: Surfacing and sealing surface for axles and steam valve Applications: Surfacing heavy wear parts and high temperature wear parts for surfacing with abrasive wear with less than 650°C
I BHG487 | Co, | DC' |0105| - - | - |- |2060]| - [s400| - |[<250| - | - 45-60 BHH7OR |Seffshield| DC' |3.0-5.0[05-1.0| <400| - | - |200250] - | - - |60100] - [s6.00| =60
Applications: Surfacing and sealing surface for hot forging die Applications: Surfacing heavy wear parts and high temperature wear parts for surfacing with abrasive wear with less than 650°C
BHG50TMa| Co, pC’ | =0.20 | s1.75 [=0.50 | — | — [9.0-16.0{<6.0 | s2.50 — | S200 | = |s250 =37
Applications: Surfacing of valves, which working temperature is below 510 °C
BHG630 Co, DC” [1.5-3.5 ~ €150 | - | - [60150] - |=<1.00 - - - |B<1.00 259
Applications: Surfacing and sealing surface for cement roller and wear-resisting plate
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o Welfllng Type of Standard & Typical Chemical Composition of Deposited Metal (%) Yield Point g:::ile Elonﬂation Type of Gk W"'F‘!"Q Type of Standard & Typical Chemical Composition of Deposited Metal (%) Yield Point s‘iﬁg:illeh Elongation|  Type of
Position| Current c Mn | si S P Cr Ni Mo v | Rel(MPa) Rm(M?’t:) Ad(%) Covering Position| Current c Mn | si S P Cr Ni Mo | v |Rel(MPa) Rm(MPa) Ad(%) Covering

FV 1 [T e ) JETE e e e e e ™ High fitania EV: | AL s suluck s ) cn ' anlenimel <anaml<n 5l anl-<nanl e Low hycrogen

E6013 OH.H ACorDC | <0.20]=1.20| =1.00[<0.035|<=0.040| <<0.20| <0.30|=0.30|=0.08 |ReH=>306| 400-560 =22 Pgtassium E7018 oHH | orDC* =0.15|=1.60| <0.75|=0.035{<0035|=0.20| =0.30{=0.30{=0.08| =400 =490 =22 Imﬂr}%%%ggr

Applications: Welding mild steel with normal tensile strength particularly suitable for intermittent welding to sheet and small work pieces. Applications:Suitable for welding important low alloy structures, which belong to the same grade of tensile strength such as boilers, pressure vessels, pipelines and so on.
eso10| BVP | DC | <o0.20{<1.20| <1.00|<0035|<0040|<0.20|<0.30{<0.30|<0.08| =330 | =430 | =22 |MHighcelluose erotsa| V. | AC270V | g 1l <4 60| <0.75|<00s|<0040]<0.20] <0 30| <0.30| <0.08|Rer=a75 | ag0s00 | =22 | Folessids Z
OH H piga o Bk B ey il el oot - 2 Sodium OHH | orDC* i e | e s sk e o s < 4 Iron powder =
Applications: Itis for all position welding general structures, including vertical down welding, especially pipelines, vessels. Applications:Suitable for welding important structures fabricated by low alloy steels, such as ships, high pressure vessels, bridges and offshore drilling platforms and so on. o

FV ul P = < " < — ~ High cellulose FV | ACz2T0V| _ |- - - i = = o - Low hydrogen
E6011 OH H ACorDC [ <0.20{=1.20| =1.00/<0035|=<0.040| <0.20(/=0.30{<0.30|<0.08| =330 =430 =22 gotassium ET015) o4 H orDC* =1.60 | =0.75/=0.035/=0040 ReH=375| 490-660 =22 Sodium pe
I I I Applications: Suitable for vertical-down welding and lap welding for sheet structures. Applications:Suitable for welding important sfructures made of low alloy steel with corresponding grade of tensile strength, such as ships and heavy machinery E

FV | AC270V| . L Low hyctogen FV | AC270V| = o = Low hydrogen
0 E6018 OHH | orDC* =0,03|=0.60| <0.40[<0015|=<0.025| <0.20(=0.30{=0.30|<0.08| =330 =430 AS{%}zﬂPcmmmm E7016 oH.H | orbc* =0.15[<1.60| <0.75/=0.035<0.040| <0.20|=0.30{=0.30| <0.08|ReH=375 | 490-660 =22 Potassium 0
Applications: For welding important mild steel and low alloy steel structures. Applications:Suitable for welding important structures made by low alloy steel with corresponding grade of tensile strength, such as ships. O
O E6019 | oY | ACorDC| <0.20/<1.20{ <1.00|<0035{<<0.040| <0.20 <0.30| <0.30| <0.08|ReH=306 | 400560 | >z2 |Ion0xdeTHania ET014| ofiY, | ACorDC” | <0.15|<1.25| <0.90|<0085|<0035|<0.20| <0.30| <0.30[<0.08| =400 | =dg0 | =17 | "OfPower Z
I I I Applications: Suitable for welding ship hulls, pressure vessels, bridges as well as structural fabrications. Applications:Suitable for welding mild steel and low alloy stee! structures, such as vehicles and machinery. LN
a E6020 |_f,': ACorDC” | <0,20|<1.20| <1.00[<0035{<0.040[<0.20| <0.30[<0.30|<0.08] =330 | 400560 | =22 Hign iron oxide E7024 H.EIF ACorDC | <0.15{=1.25| <0.90|<0.035/<0035|=0.20| <0.30| <0.30|<0.08|ReH=>375 | 490660 =22 ImnTlgmmder k
Applications: For welding general mild steel structures, such as heavy machinery and construction machinery and so on. Applications:Suitable for flat and horizontal filet welding ship structures, H beams of bridges, as well as general steel structures TI\)
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LL Cast Iron Welding Electrode
O oo PRI HE ¢ w5 | s P o N W o WSCxs  TypeCovering | ¢ M S | s | PV N | & | R
E08L-16 =520 | =35 <004 0525 | <090 | <0020 | <0030 18.0-21.0 9010 | <075 <075 ESt | Oddefixwihcabonseelooe = <0.15 = <0.60 | <0.15 <0040 <0040 | — | — | — | Remain |
LLl E30946 =550 | =30 | <045 | 0525 | <090 | <0030 <0030 220-250 120440 <075 <075 ECI | Graphtewihcabonsieelcore 200400 <075 2.50-6.50 <010 | <015 & — — | — | Remai —
n: E31816  >520 | >25 | <008 0525 | <080 | <0020 | <0030 170-200| 110440 | 2030 NoBCHk100 CENi-Cl | Gmphiewihpuencelooe | <200 | <100 | <250 <0030  — | — | 2000 | — | <800 | '|Z1
E36L-16 =490 | =30 | <004 | 0525 | <080 | <0.020 K <0030 17.0-200 | 1.040 | 2030 <075 ENFeCl Grphiewihnideerocoe | <200 <250 | <4.00 <0030  — | — 45.0-60.0 | <2.50 | Remain o)
LLI E30816 =550 | >35 | <008 0525 | <080 | <0020 | <0030 18.0-210 | 90-M.0 | <075 <075 T | | | e ; - ' ' 2
E30816 =550 | >35 | <008 | 0525 <090 | <0020 | <0030 180210 | 9010 <075 <075 |
| EM7-16 =520 | =25 | <008 0525 | <090 | <0020 | <0030 180-210 | 90-1.0 | <075 MNxBCHM R
EM745 =520 | =25 | <008 0525 | <090 | <0020 <0030 18.0-21.0 | 9.0-1.0 | <075 NoBCki00 i —
L Eniis | S50 | >0 | <008 | 0525 | <o0s | <0f0 | <003 | 170200 10440 2080 | <075 | Copper & Copper Alloy Welding Electrode o)
E31645 =520 | >30 | <008 | 0525 | <090 | <0020 K <0030  17.0-200 | 11.0440 | 2030 <075 | | Z
O E30945 =550 | =25 | <05 | 0525 | <080 | <0020 | <0030 220250 | 120-140| <075 <075 | Ammiremaems,gmgm = - ke g 3 B " s ET A
Z EXBo6.  >550 | >25 | <042 | 0525 | <080 | <0020 | <0030 220250 | 120140 2030 <075 | udidade SR B A T e b N
E310-16 =520 | =25 | 008020 1025 | <075 | <0030 | <0030 250-280 | 200-225 <075 <075 SGUE S 2170 | 2090 | s3.00 =0.5¢ 500 | S092. . JFOTA PR SY I
— E3045 =550 | =25 | 008020 1025 | <075 | <0030 <0030 250280 | 200-25| <075 <075 | ECuSi | =270 | 2920 <300 - 2540 - <030 | - | <002 | - | A#Ni+Zn<0.50 0
D EMOMo#6 =550 | =25 | <012 @ 1025 | <075 | <0030 @ <0030 250-280 | 200-225| 2030 <075 ECuSn-C/, 2270 | Remain Sm70980 - | - = - <030 | - | <002 - |SkM¢FerAlNiZn<050 o
] (E2209-16. =690 | =20 | <004 | 0520 | <090 | <0020 | <0030 215235 | 85105 | 2535 N:0.08-0.20| ECUN-AZ | 2390 Remain <200 <150 & <1.00 - AB5100 <050 @ <002 - | Zn+Pb<0.50 o
E308H-18 =550 >35 | 0.040.08| 0525 | <090 | <0020 <0030 180210 | 90-1.0 | <075 <075 ECuNi | 2350 Remain | <250 | <250 | <0.50 @ =<0.015 =<0.020 20330 =002 | <0.50 <0.50 !
LL] EX@Mo6 =550 | >35 | <008 0525 & <090 | <0020 <0030 180-210 9.0-120 | 2030 <05 (?)
|EXEMo6 =520 | =35 | <004 | 0525 | <090 | <0020 | <0030 180210 90420 @ 2030 <05 W
EXON6 =550 | =30 | <012 0525 <090 | <0020 <0030 220-250 | 120140 | <075 Nb:0.7-1.0 % . . gl
; EM216 | =660 | =30 | <045 0525 | <090 | <0020 <0030 280-320  80-105 | <075 <075 | Nickel & Nickel A"OV Weldll'lg Electrode <
] E36H-16 =520 | =35 | 0.04-008 0525 | <090 | <0020 | <0030 17.0-200 | 11.0-140 | 2030 <0.75 N
E37L-16. =490 | =30 | <004 0525 | <090 | <0020 | <0030 180-210 120140 | 3040 <075 | N
LL] EM7L46 =520 | =30 | <004 0825 | <080 | <0.020 <0030 18.0-21.0 90410 | <050 NoBC%I0 AWSCode  C Mn Si | Fe S P ‘ Ni NbfTa Al Ti Mo | Cr | Ofhers N
LLI |E38516 =>520 | =32 | <003 1025 | <075 | <0020 <0030 195215 240260 4262 1220 ENCMo3| <0.10 | <1.00 | <075 | <7.00 | <0015 <0020 | 255 315415 —  CosDf2 | 80400 |20.0-230| <0.50 ©
E41046 @ =520 | =20 | <042 <10 | <090 | <0020 | <0030 10435 <070 | <075 <075 ENCMo4| <0.02 | <1.00 | <0.20 |400-7.00 <0030 <0040 Remain - | — | Caso) 150170 |14.5-165) W 3045 n
I— E410-15 | =520 | =20 | <012 | <10 | <030 | <0020 | <0030 10435 | <070 | <075 <075 | ENICMo6| <0.10 | 2040 = <1.00 | <100 | <0020 <0030 | 255 0520 - - | 5090 120417.0) W1020 ©
) EMNMS =760 | =15 | <006 <10 @ <0980 | <0030 | <0030 110125 4050 | 040070 <075 ENCMo10, <0.02 | <1.00 | <0.20 |2.00-6.00 <0015 <0030 |Remain - - - | 125145 20.0-225| W2535 (.”
ENCMo13| <0.02 | <1.00 | <0.20 | <1.50 | <0010 <0015 |Remain, - - - 150465 22.0-240| <0.50 V)
(0p) ENi-1 | <010 | <0.75 | <1.25 | <075 | <0020 <0030 292 = - | s1.00 1040 - | - | s0.50 E
v ENICrFe-)| <0.08 | <350 <075 | <11.0 | <0015 <0030 | 262 1540 - - | - 130470 <0.50
ENiCiFe2. <0.10 | 1035 | <0.75 | <12.0 | <0020 <0030 62 0530 - - 0525 130470 <0.50
LL] ENiCFe3| <0.10 | 5095  <1.00 | <100 | <0015 <0030 | 259 1025 - - - [130470] <0.50
o ENiCrFe4 <020 | 1.0-35 <1.00 | <120 <0020 <0030 260 | 1035 - - - 130470 <0.50
Z ENiCrFe-7| <0.05 | <5.00  <0.75 |7.00-1200 <0020 <0030 |Remain | 1025 - - | <050 280315  <0.50
ENiCrFed. <0.15 | 1.045 | <0.80 | <12.0 | <0020 <0030 | 255 0530 - - | 2565 120170/ <0.50
— ENICU-7 | s0.15 | <4.00 | <1.50 | <250 | <0015 <0020 | 6269 = - - | <100 - | - |CuReman
< ENCCoMot | 0050.15| 0325 | <0.75 | <5.00 | <0015 <0030 |Remain - - - | B0400 |21.0-260| <0.50
V)
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Standard & Typical Chemical Composition of Deposited Metal (%) Hardness of Standard & Typical Chemical Composition of Deposited Metal (%) Hardness of
ArtNo, Deposited Metal Art No. Deposited Metal
c Mn Si S P Cr Ni Mo v w Nb [Others HRC c Mn Si S P Cr Ni Mo v w Nb |Others HRC

U) BHF102 | <0,20 | =3.50 = 5 = = = = = = = = 222 BHF502 | =0.15 = - |=0.03 | =0.04 10060 - = - r - = 240
m Applications: Surfacing and repair welding of worm parts surface of low carbon, medium carbon and low alloy steel, Applications: For hardfacing carbon steel and low alloy steel axis, shafts and valves that working temperature is below 450°C
D BHF112 | <0.25 - - - - <2.00 - <1.50 - = - | <2.00 222 BHF507 | <0.15 = = | =0.03 | =0.04 100160 — = = = - <2.50 240

Applications: Surfacing and repair welding of worm parts surface of low carbon, medium carbon and low alloy steel. Applications: Surfacing of axles and valves made of carbon steel and alloy steel, working temperature is below 450°C E
O BHF126 |<020|<420| - | - | - [ - | - | = | = | = | - [=200 >28 B (<020 - [ - | - | - [to060] <600 | <250 - [s200] - |<250 >37 T

Applications: Surfacing of worm surface of low carbon, medium carbon steel and low alloy steel, Applications: Surfacing of valves, which working temperature should be below 510°C O
a BHF132 | <0.50 - - - - <3,00 —~ <1,50 = - = = 230 BHF516 | =0.25 |6.0-1.0| <0.80 - - [120440| - - — - 5 = 38-40 )
F Applications: Surfacing and repair welding of worm surface of low and medium carban steel or low alloy steel. Applications: Suitable for the parts under the action of waler and steam oil medium under 450°C Z
m BHF167 | <0.45 | =6.50 | <1.00 = = = — = i = & — 250 BHF517 | <0.25 4 - ~ - |100:160 = - = - = <5.00 245 R

Applications: Surfacing of the mechanical damage parts of agriculture and construction, such as large bulldozer etc. Applications: Surfacing of axles made of carbon steel and low alloy steel valves. working temperature is below 450°C —
—I BHF172 | =0.50 — | 51.00 = = = = = - — - - 250 BHF547 | <0.18 |0.6-2.0(4.8-6.4|<0.030|<0,040/|150-180(7.0-9.0| - - - - - Hb 270-320 g
m Applications: Surfacing of worm parts of gear wheel, mining machinery elc. Applications: Suilable for the sealing surface and other sealing parts of the high pressure copper furnace installed at below 570°C oo

BHF207 [0.3-1,0| =2.50 | =1.00 | =0,035| <0.035| <35 = = l B ‘ = l - | =1.00 250 BHF4™Mo | =0.18 | 0.6-5.0( 3.8-6.5]|=0.030| =0.040(14.0-21.0| 65120 3.5-?.0' i i 0.5-1.2| £2,50[ =37 g
O Applicalions: Surfacing of worm parts of bulldozer blade propeller efc. Applications: Surfacing and sealing surface for high pressure valves working temperature is below 600°C N

BHF212 (0.3-0.6| - = = - | =5.00 - | =4.00 = T 3 < 250 BHF557 | =0.20 |12.0-3,0(5.0-7.0]{=0,030| =0.040| 180-200({7,0-100]| - b = = a 237 I
Z Applications: One layer and mulli-layer surfacing of worn parts surface of gear wheel, excavator and mining machinery elc. Applications: Suitable for high pressure door cover with a working temperature is below 600°C. 8
— BHF227 (045085 - = = - |4.0-5.0f - |2.0-3.0|/40-50, - = = 255 BHF567 |0.5-0.8|240-270| =1.30 = - 95125 - = = - = - Hb=2170 ©
D Applications: Suitable for welding under the impact load of the surface Applications: - Suitable for welding work temperature of less than 350 °C of the medium tlemperature and medium pressure cast iron ball gate surface, 1

BHF237 |0.3-0.6] — = = - |80-100f - <3.00 (0.5-1.0] -~ - | =4.00 250 BHF577 | =1.10 |120180| s2.00| - - |120-180( =6.00 | =4.00 ~ £ r <3.00 228 "3
—I Applications: Surfacing of silt worm and atmosphere corrosive hydraulic machinery, excavalor and mining machinery etc. Applications: Surfacing and sealing surface for middle temperature high pressure valves working temperature is below 510°C ()
m BHF246 | =1.00 | <0.80 |1.5-3.0| <0.03 | <0.03[6.5-8.5| — | <3.00(05-1.0] - - |B0508 260 BHFB08 |2.5-4.5| - Fy = - |3.0-5.00 - ]3.0-5.01 - = < = 255 a

Applications: Suitable for hardfacing parts, such as mines, bricks etc.under the condition of surfacing and normal wear and no erosion. Applications: Surfacing parts of agricaltural machinery and mining equipments worn and inpacled by grils. -<
; BHF256 | <1.10 [1.0-160] <1.30 < 5 s T \E -~ - - | 5.00 Hb=170 BHFE18 | <4.00 |1.0-2.5| - <0.03 | =<0.05|1502650| - |[3.0-65| - = = <6.00 248 H

Applications: Surfacing of easy-impacted, easy worn parts of crusher, rails, bulldozers elc.. Applications: Surfacing parts worn by grit, air, water at normal and middle temperature. k

BHF266 | =1.10 |120-160{0.3-1.3] - = - - <250 - = - | =1.00 Hb=170 BHF646 |1.5-3.5| =1.00| - = - 20320 - = = - = <7.00 245 I
O Applications: Suitable for hardfacing abraded parts of crusher machines, excavators, bulldozers, switches of railway etc, Applications: Surfacing structure and high temperature wear resistance corrosion resistance. (0]
Z BHF276 | <0.80 |11.0-180] <0.80 = = 18I0 = = = S - | =4.00 220 BHFB48 |1.5-3.5| <1.00 = =+ - |20320f - i = %+ 3 <7.00 =45 8
— Applications: Surfacing of high manganese steel structures, Applications: Surfacing structure and high temperature wear resistance corrosion resistance, (0]
U BHF307 [0.7-1.0] — - |<0.035| <0.040[3.8-45| - - [1.0-1.5/170195] - | <1.50 250 BHF656 [3.0-4,5|<1.50 [=2.50 | - - |®030| - [2030] - - - | =3.00 >80 I

Applications: - Surfacing of blade of semifimished cutting tool made of medium carbon carbon steel, and repair welding wom cutting tool or other tool. Applications: Forresistance and corrosion resistance, which is mainly affected by grain wear under medium impact. B
< BHF317 (0.7-1.0 - - |=0.035|=<0.040{3.0-40] - ]3.0-50({1.5-3.0/4.5-6.0f - | =1.50 255 BHF667 |2.5-5.0| =8.00 [1.0-48] - - |260320(3.0-5.0) - = = = £2.00 248 H
u Applications: Applicable toimpulse and like cutting edge Applications: Surfacing parts of bear serious abrasion and corrosion resistarce and atmopheric corrosion resistarce.

BHF322 | =0.50 = — |=0.035| <0.040| <5.00| - <2.50 | =1.00 | 7.01100) - = 250 BHFE98 | <3.00| - 3 S - |4.0-6.0f - ~ - |85140] - <3.00 =60
Q Applications: Surfacing of blade of model and cutting, and repair welding of mechanical paris requiring high function for wear resistance. Applications: Surfacing of mining machinery and mud pump,
m BHF327 | <0.50 ¥ — | =0.035| <0.040| <5.00 = <2.50 | £1.00 | 7.0-100] - = | =55 BHF707 |1.5-3.0| <200 =400| - - - - - — |4005000 - |FeRem 260

Applications: Surfacing of blade of model and cutting, and repair welding of mechanical parts requiring high function for wear resistance. Applications: Surfacing of rock strong wear resisting parts, such as concrete mixer vanes, bulldozer and vanes, excavaler vanes.
< BHF337 (025058 -— — | =0.035| =0.040{2.0-3.5] - b - |7.04100f - |=1.00 248 BHFB02 |0.7-1.4| <2.00| s2.00| - - |250320, - = ~ | 3.0-6.0|Fes5.00 a%“ 240

Applications: Surfacing of forging model for cast steel and forge steel, Also repair welding of forging model. Applications: Suitable for hardfacing at around 650C, which can siill maintain good resistance and comosion resistance.
I BHF397 | <0.60 | <2.50 | <1.00 | s0.038] s0.040] s200] - [st00] - | - | - | - 240 BHF812 [1.0-1.7] s200| <200] - | - |momo] - | - | - [7ot00|ressoo| @R | =40

Applications: Surfacing of cast steels and heat forging model. Also repair welding of worn forging model. Applications. Suftabie for high lemperature and hioh pressure gate, high pressure East shaft sieeve and inner vilage sleeve, and cutting knife edge of chemical fiber equipment.
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Chemical Compusition of Wire (%) Mechanical Properties of Deposited Metal(Typical)
Equivalent Tenslle ' Ak
ltem Code i v Value(J)
Norm Cc Mn Si S P Cr Ni Mo Cu Cor:lbmed :\Jelf:llng Current SOSLTEM Qeld :Iolnt Strength EIoAr;g:tlon Applications
ux osition ondition | ReL.(Mpa) Rm(Mpa) (%) Temp.(C) Joule
AWS A5.17 FEBAO/EL12 0.04-0.14] 0.25-0.600 <o0.10 | <0.030| <0.030 <0.35 SJ43 = DG’ or AC AW 360 450 29 -20 80 Suitable for welding structures fabricated by
SAW-EL12 0.07 0.40 0.018 0.011 | 0.014 0.10 450MPa tensil strengrh steel especially high speed
I I I AWS A5,17 FTAZIEL12 - - : : : SJ501 F DG’ or AC AW 425 530 29 0 70 welding for thin plate
AWS A5.17 FEA0/EM12 | 0.06-0.15| 0.80-1.25|] =0.10 | =0.030|<0.030] — = <p.35 | SJ101 F DC' orAC AW 370 470 30 -20 120 For welding structures made by 450MPa-500MPa
SAW-EM12 0.066 0.88 0.022 0.013 | 0.010 | 0.020 | 0.021 0.075 tensile strength steels, such as boiler,
AWS A5.17 FBA4/EM12 - : s : - : $J103 F DC' or AC AW 360 480 31 -40 110 bridhes nrasaLis vaisals: E
— AWSAS.17 FTAO/EH14 |0 10-0.20] 1.70-2.20] <0.10 |<0.030|<0.030] — = <035 | SJ101 F DC’ orAC AW 440 530 30 -20 150  |Suitable for structures made by 500MPa tensile
SAW-EH14 i ) . . L strength steels, such as ship hulls, bridges, m
0.13 1.87 0.05 | 0.011 | 0.013 | 0.018 | 0.015 0.020 9 P b i
AWS A5.17 FTA4/EH14 - : ‘ 3 : : : ' SJ106 F DC' AW 430 510 28 -40 120 |pressure vessels and H-beam structures. (@)
Suitable for structures made by 550MPa tensile m
; 0.10-0.20]1.70-2.20] =0.10 | =0.030|=0.030 — =0.35
v 4 A = 9. . ) 11 h . ;
SAW-EH14A| AWS A5.1TMF48A4/EH1 013 1.95 0.076 0.006 | 0.014 0.016 0.07 SJ102 F pc AW 475 575 27 40 9 strength steels, such as bridges, cisterns, pressure Z
O vessels and H-beam structures. >
» " Suitable for structures fabricated by 500MPa-
SAW-EM13K| AWS A5.17 F7AQ/EM13K | ©08-0.16]0.90-1.4010.35-0.79 <0.030) <0.030  _ i< - 0351 55101 F DC'orAC | AW 425 535 32 -20 110 |550MPa tensil strengrh steels,such as ship huils, 0
0.089 1.01 0.61 0.016 | 0.016 0.110 : —
bridges, pressure vessels and H-beam structures. O
— AWS AS.17 FTA4/EM1 2K ; ¥ .0.38 = = - < $J101 F DC'orAC | AW 420 510 31 -40 110  |Sultablefor fabricating normal strength sttycltres
SAW-EN12K e onol bl Lot e bt Wl Bl .38 madia by 450MPa.500MPa tensie strength mild Z
D AWS A5.17 FTAO/EM12K ; ? : y ; § eD X SJ4501 F DC' orAC AW 466 540 28 -29 80 steels. .h
=0.10 |0.25-0.60] =0.07 |=20.030|=0.030 <0.35 % Suitable for welding structures fabricated by .h
- SRERR", [JeSaaTiRnaies 007 | 040 | 0018 0011 [o0o1a| — | — [ T [ot0 [ | F e S e s Fe S 75 |450MPa tensil strengrh steel N
1
m *rr***The surface treatment of SAW welding wire ! copper coated or non copper coated “*****The surface treatment of SAW welding wire : copper coated or non copper coated n
=0.08 |1.00-2.50{0.30-0.65| =0.030| =0.030[19.5-22.0/9.0-11.0| =0.75 | =0.75 For welding austenitic stainless steel structures o
SAW-308 AWS A5 8 ER308 SJ260 F ’ — — —
; 0.056 1.43 0.32 0.006 | 0.021 | 19.81 9.45 0.10 0.1 bc G 40 iy that require acid proof and for hardfacing rolls also (IO
=0.03 [1.00-2.50(0.30-0.65] =0.030| =0.030[19.5-22.0/9.0-11.0| =0.75 | =0.75 4 For welding extra low carbon Cr18NI8 stainless lh
: AW -~ 530 42 — =
( ’ sl B e 0023 | 188 | 058 | 0011 | 0019|2088 | 912 | 041 | 020 | S| F o steel. 8
_ > For welding Cr22Ni12 stainless steel. The weld a
=0.12 |1.00-2.50/0.30-0.65] =0.030| =0.03023.0-25.0{12.0-14.0 ~0.75
m SAW-309 AWS A5.9 ER309 0.060 205 0.34 0.010 | 0.018 | 2383 | 13.28 — 0.10 54601 F pc' AW ~—= 540 38 — = metalshow:agood heat resistance & corrosion _<
< | resistance feature. Also used in dissimilar steels. | -h
=0.03 |[1.00-2.50|0.30-0.65] =0.030| =0.030]23.0-25.0/112.0-14.0 =0.75 For welding extra low carbon Cr24Ni13 stainless
X s F - = = —
SAWLADRL. | ANSASRERITAL 0026 | 211 | 038 | 0016|0014 | 2356 | 12.31 gag | SO & P i ¢ steel. Also used for root welding. g
‘ . g , : 1
< =3 . For welding Cr25Ni20 stainless steel, The weld
0.08-0.15|1.00-2.50|0.30-0.65| =0.030| =0.030[25.0-28.0/20.0-22.5 0.75
I I I SAW-310 AWSAS.9ER310 009 1.90 0.35 0015 | 0.014 | 26.80 | 21.40 — 0.12 SJ601 F DC AW - 560 40 - — met‘alshowsaguud heat resistance & corrosion %
resistance feature ©
<0.08 |1.00-2.50{0.30-0.65| =0.030| =0.030(18.0-20.0|11.0-14.0|2.00-3.00| <0.75 For welding Cr18Ni12Mo2 stainless steel. The weld
SAW-316 AWS A5 3ER31E SJ601 F o4 —_ —_ —_
O A 0.04 1.88 0.33 0.013 | 0.018 | 19.27 | 1270 | 2.26 0.1 DC AW >%0 <8 metal has very good heat crack resistance character. ?
m : 2 : For welding extra low carbon Cr18Ni12MoZ2 stainless m
=0.03 |1.00-2.50{0.30-0.65| =0.030| =0.030(18.0-20.0{11.0-14.0|2,00-3.00] =0.75 " W L - N
SAW-316L AWS AS.9ER316L 0.02 185 0.38 0010 | 0015 | 1873 | 1250 | 2 38 0.10 SJ601 F DC AW 530 39 sle.ei,The weld matallhas alxcallentheatcrack -h
resistance & corrosion resistance character.
z . . . ; For fabricaling stainless steel containers that resisting
=0.08 [1.00-2.50(0.30-0.65] =0.030| =0.030]18.5-20.5/13.0-15.0/3.004.00f =0.75 ; _ ¢ ’ i
SAW-317 AWS A5 9ER317 0.04 1.86 0.48 0.012 | 0.017 | 19.30 | 14.20 | 350 0.11 SJ601 F DcC AW 550 38 c?rr.rosmnofv.tnol_ammcma,sulfurousamdorsalt.
aic.
m - <0.08 |1.00-2.50/0.30-0.65] =0.030|=0.030[19.0-21.5| 9.0-11.0 L <0,76 + »X 5. ,_ For welding important resisting corrosion structures
SAW-347 AWS A5 9 ER347 0.06 1.84 0.41 oo1e | o020 | 19.40 | 950 0.12 SJ601 F bC AW 550 39 made by 1Cr1BNI9Ti stainless steels.
D =0.12 =0.60 =0.50 -0.030] =0.030]11.5-13.5] =0.60 =0.75 " Hard facing surface of structures made of 0Cr13 or
- - - 1 26 — -
m SAW-419 AN ASSERAND 0.10 0.47 0.42 0.011 | 0.016 | 11.80 | 0.20 0.14 il 3 oG L ks 1Cr13 stainless steels.
- - For welding structures of chemical carriers and facilities
= - = = = 1.5 -
SAW-2209 AWS A5 9ER2209 943 10.50-2.00) =081 09501 <0005 N THES ﬂ%%ég? B:(8 SJ601 F pc* AW 650 770 28 -30 70 of petrochemical, sea water desalinzation, salt works,
0.01 1.52 0.60 0.007 | 0.011 | 22.80 9.27 : 0.10 ;
nuclear energy that fabricated by duplex stainless steels
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SJ101

Specification: EN760 SAFB165ACH5  AWSA.5.17/5.23 F60-EL8 F7A2-EM12K FTA4-EH14
Applications:

Horizontal welding of oil storage tanks, ships, bridges, pressure vessels, penstocks, boilers and structural steels
Characteristics: SJ101is an agglomerated fluoride-basic flux

Metallurgical behavior:
Slight silicon pick up. The behavior of manganese is neutral

Grain Size:10to 60 mesh

Basicity: 1.8(BlIW)
Dalnd1p flux should be re-dried at 300-350°C for 2 hours. Rust, grease and moisture on the weldment should be removed before
welding.

Chemical Composition of SJ101 (%)

Si0x#TiO: | CaFz | ALO#*MnO | CaO+MgO S [ P
15-20 15-20 25-30 25-30 <0.05 <0.05

Mechanical Properties of the All-Weld
Yield Point  Tensile Strength|  Elongation | Charpy V Notch Impact Value(J) |

e | os(Mpa) = ob(Mpa) | o5(%) | -20°C | -40°C

EM12K | =400 490-600 | =22 =50 —

EH14 400 490-650 >22 =70 =50
SJ101G
Specification: EN760SAFB155ACH5 AWSA.5.17/5.23 F7TA2-EM12K F7A4-EH14 F7A6-EG-G F8A2-EA2-A2
Applications:

Single and multi-layer welding of steel for low temperature service used in offshore structures, chemical vessels, API pipes,
windmills, and low temperature service equipments.

Characteristics: SJ101Gis an agglomerated fluoride-basic type flux

Metallurgical behavior:

The behavior of silicon and manganese is neutral, so itis better to weld with wires containing relatively high manganese and
silicon,

Basicity: 3.1(BIIW)

Dai“gp flux should be re-dried at 300-350°C for 2 hours. Rust, grease and moisture on the weldment should be removed before
welding.

Chemical Composition of SJ101G (%)

Si02+TiOz CaFz | AL:OstMnO | CaO+MgO S P
18-25 16-25 23-30 28-35 <0.06 <0.08

Mechanical Properties of the All-Weld

Wire Yield Point -TensileStrength' Elongation 'CharpyV_Noich!mpactValue(J_}

| os(Mpa) abMpa) | o5(%) | -20°C | -40°C -50°C

EM12K | =400 490-600 | 22 | =60 | — —
EH14 _ =420 510-600 | -22 _ 70 | 57 27
EG =430 530-690 =22 =90 >80 47
EA2 =500 600-700 >20 =60 =55 >34

SJ301

Specification: EN760 SACS 189ACH5 AWS A5.17 F6A0-EL8 FTA2-EM12K

Applications:
Butt and flat fillet welding of miniature LPG tanks, ships, vehicles, agricultural implements, machinery, boilers, bridges, structural
steels.

Characteristics: SJ301 is an agglomerated calcium-silicate type welding flux.
Metallurgical behavior:

High silicon pick-up is obtained. When the manganese content in wire is less than 1.5%, also is amanganese pick-up. E
Grain Size:10 to 60 mesh T
Basicity:1.0(BlIW) o)
Dagp flux should be re-dried at 300-350°C for 2 hours. Rust, grease and moisture on the weldment should be removed before 3]
welding. Z
Chemical Composition of SJ301 (%) >
| Si0x4Ti02 | CaF: | ALOs+MnO | CaO+MgO S ; P 8]
30-40 5-13 25-30 5-10 <0.05 <0.05 (@)
Chemical Composition of Deposited Metal Z
Wire | C | Si _ Mn
EL8 | 005010 | 035050 | 1.2-15
EM12K |  0.05-0.10 0.35-0.50 1.4-1.6
Mechanical Properties of the Deposited Metal
; Yield Point  Tensile Strength,  Elongation Impact Value
Wire Standard | 5(Mpa) ob(Mpa) | o5(%) | akv(J)
EL8 FBA0-ELB >350 >420 >22 -40(0°C)
EM12K F7A2-EM12K =410 500 =30 =60(-20°C)
SJ501

Specification: EN760 SAAR188ACH5  AWSAS5.17/5.23 FTA0-EL12K F7A2-EM12K

Applications:

Butt and flat fillet welding of miniature LPG tanks, ships, vehicles, agricultural implements, machinery, boilers, bridges, structural
steels.

Characteristics: SJ501 is an agglomerated aluminate-rutile type flux

Metallurgical behavior:

High silicon and manganese pick-up is obtained.

Basicity: 0.7(BIIW)
Damp flux should be re-dried at 300-350°C for 2 hours. Rust, grease and moisture on the weldment should be removed before
welding.

_Chemical Compnsitinn of S_J5l]1 (%)

SiO#Ti02 |  CaF: | AkO#MnO | CaO+MgO | S [ P
25-35 | 5-10 50-60 3-10 =0.05 _ =0.05
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Chemical Composition of Deposited Metal
Wire ! C | Si _ Mn
EM12K 0.05-0.10 0.05-0.10 1.4-1.6

Mechanical Properties of the Deposited Metal

: Yield Point | Tensile Strength.  Elongation ' Impact Value
Wire | Standard | 5Mpa) | obMpa) | o5(%) | akv(J)
EL12 | FTAQ0-EL12 | =330 | =420 | =22 | =53(-18°C) |
EM12K F7A2-EM12K =410 =500 =22 =45(-20°C) <
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SJ431

Specification: AWSA5.17 FBA2-EL12

Applications:

Butt and flat fillet welding of miniature LPG tanks, ships, vehicles, agricultural implements, machinery, boilers, bridges,
structural steels

Characteristics: SJ431is a fused glassy granulated flux

Metallurgical behavior:

High silicon and manganese pick-up is obtained. E
Grain Size:14 to 60 mesh M
Basicity: 0.7(BIIW) @)
Damp flux should be re-dried at 300-350°C for 2 hours. Rust, grease and moisture on the weldment should be removed before po
welding. z
Chemical Composition of $J431 (%) R
Si02 | CaFa | ALO:#MnO | CaO+Mg0 | FeO | S _ P 6
40-44 3-7 35-42 7-14 1,80 =0.06 0.08 >
Mechanical Properties of the Deposited Metal with Wire EL12 oo
Tested ltem Yield Point Tensile Strength Elongation Impact Value
i it i o s(Mpa) o b(Mpa) 0 5(%) akv (-20°C)(J)
Average Results 400 -500 .22 >48
SJ601
Specification: HOCr21Ni10,HOOCr21Ni10 and HOOCr19Ni12Mo2
Applications:

It can weld low-carbon steel super-low carbon steel and highalloy heat-resisting steel,and is fit for multiway welding.
Characteristics: SJ601 is a specialized alkali sintered flux

Metallurgical behavior:

Less loss of chrome and good intergranular corrosion resistance

Grain Size:10to 60 mesh

Basicity: 1.8(BIIW)
Damp flux should be re-dried at 300-350°C for 2 hours. Rust, grease and moisture on the weldment should be removed before
welding.

| pL2-8628-YPP A SEEP-602-VPP

Chemical Composition of SJ601 (%)

SiO#Ti02 | ALOs#MnO | CaO+Mg0 | CaF2 | S =P
5-10 30-40 7-14 40-50 <0.06 <0.06
Mechanical Properties of the Deposited Metal with Wire EL12
: Tensile Strength ' Elongation
Wires Standard Models | o b(Mpa) | 0 5(%)
HOCr21Ni10 F308-HOCr21Ni10 =520 -30
HOOCr21Ni10 F308L-HOOCr21Ni10 >480 =25
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Silver-copper-zinc Alloys Brazing Filler Metals Silver Cadmium Alloys Brazing Filler Metals

The product owns good properties such as low melting point, excellent wettability and ability fo fill the clearances, high mechanical strength, good The solder with high silver and cadmium content has high humidity, good fluidity, and the melting point is the lowest among all silver based
plasticity, electrical conductivity and corrosion resistance. It is used for brazing of some ferrous metals and some non-ferrous metals, such as solders, However, cadmium and its oxides are toxic. Special safely measures must be laken during welding, such as excellent exhaust
stainless steel, carbon steel, hard alloys, copper and copper alloys, diamond etc. Itis applied widely in the industries of machinery, electro system and protective cover.
mechanical, refrigeration, glasses. instrument, hard alloys and aerospace.
Cade Composition % Melting Range °C Standard Code Ag CuCompo::ltlnn L P cd sgfltm Rangtl;c D:!:::y ::::ia;i —
Zn Ag Cu Sn In Ni SOL LiQ AWS A5.8 . Z
BAGSCUZN Romeki 45 5456 po 870 BAg20Cd 20 40 25 15 620 750 8.7 8
BAQ10CuZn Remain o1 5054 810 850 BAg25Cd 25 30 275 175 605 710 8.8 BAg-33 o
m BAg12CUZn Romain 143 4740 300 o BAg30Cd 30 28 21 21 610 690 9.1 BAg-2a Z
_l BAG20CUZn Remain 1921 4345 690 810 BAg34Cd A 22 24 20 610 670 9.1 BAg-2 >
< BAg25CuZn Reman | 24-26 3941 700 790 ::;::gj :: :2 f; 22 23: 2;3 2: e (@)
BAg30CuZn Remain 29-31 37-39 680 765 BAg-20 : O
I_ BAg35CuZn Remain 34-36 31-33 685 775 BAg-35 SAGEN B 5 . = = = — - i pa
LLI BAg40CuZn Remain 3941 30-32 875 755 -h
BAg45CuZn Remain 44-46 29-31 665 745 BAg-5 LN
z BAg50CUZn Remain | 4951 33-35 690 775 BAg6 b
BAg60CuZn Remain 58-61 25-27 695 730 I'ID
Y BAGB3CUZn Reman | 6264 | 2325 690 730 o
LIJ BAgB5CUZn Remain | 6466 19-21 670 720 BAg9 (IO
BAg70CuZn Remain 69-71 19-21 690 740 BAg-10 N
- BAg25CuZnSn Remain 24-26 3941 15-25 680 760 BAg-37 W
_I BAg30CuZnSn Remain 29-31 35-37 1.525 665 755 a
— BAg34CuZnSn Remain 33-35 3537 2035 630 730 . . .
LL TS (i e B [ PR TS o = Silver Copper Alloys Brazing Filler Metals <
BAg38CuZnSn Remain 37-39 3537 1525 650 720 BAg-34 Silver Copper Alloys is a kind of silver-based solid solution, copper-based solid solution, or Ag+Cu based brazing filler metals. It has good k
O BAG40CuZnSn Remain 39.41 29.31 1525 650 710 BAg-28 prpperties such as Iappmpriate melting palnt_. gxceilfent wet_tabilily and ab?lity to fill the clearances, high mechanical strength of brazing N
BAISCaZnSn v P e 461 o 560 BAG joints, gpod‘plastlcny and gleclr|cal conductivity. It is applied to the brazing of ferrpus metals and_non-fgrrous rpetais. such as copper 1
Z allo_ys. htgmunj al}oys. stamless steel, _carbonl steel _and hard alloys. The product is used mdely in Fhe mdus_tnes of vacuum electric, (04
BAg55CuUZnSn Remain 54-56 20-22 1525 630 660 refngera_tlpn. lighting, machinery, electric appllance. instrument, tools aerospace, etc. Brazing with silver flux is necessary to get good n
— BAGS6CUZNSN Berdin 55.57 2123 4555 620 855 BAG7 brazing joint excepl vacuum brazing or protective atmosphere brazing. o
N BAg60CuZnSn Remain 59-61 22-24 2.04.0 620 685 Composition % Melting Range "C Standard ©
< BAg30CuZnin Remain 2931 37-39 4555 640 755 geie Ag Cu Silln Ni Ge Co soL LQ AWS A5.8 |"u
BAg34CuZnin Reman | 3335 | 3436 0812 660 740 BAG50CU 4951 | 4951 779 850 N
m BAg40CuZnin Remain 3941 29-31 4555 635 715 BAg72Cu 71-73 27-28 779 779 BAg-8 B
m BAg40CuZnNi Remain 3941 29-31 1525 670 780 BAg4 BAg71CuNi 70-72 Remain 0510 779 795
BAgS0CuZnNi Remain 49-51 19-21 1525 660 705 BAg-24 BAg70CuGeCo 69-71 Remain 1.0-3.0 0.10.5
BAg54CuZnNi Remain 53-55 375425 0515 720 855 BAg-13 BAgB0CuSn 59-61 2931 9.510.5 600 730 BAg-18
BAg34CuZnNiSn Remain 33-35 31-33 1.2:22 0.3-0.8 630 730 BAg56CUNi 55-57 4143 1525 770 895 BAg-13a
BAg40CuZnNiSn Remain 39-41 24-26 2.7-3.3 1.3-1.65 630 640 BAg56CulInNi 5557 | 26.25-28.25| 13.5-15.5 20-25 600 710
BAg50CuZnNiSn Remain 49-51 205225 | 0713 0.3-0.65 650 670 BAgB3CuSnNi 62-64 27,5295 50-7.0 20-3.0 690 800 BAg-21
Various specification and forms available: rod, ring, wire, strip Various specification and forms available: brazing rods, rings, wires, strips, pastes, etc.
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Copper Phosphorus Alloys Brazing Filler Metals High Copper Brazing Filler Metals

The product Is applied to the brazing of carbon steel work pieces, applied extensively in industries of mechanical, electronic, electric appliance,

The product has good fluidity and is applied in the resistance brazing, flame brazing and high frequency brazing. Itis used in brazing of copper and instrument meter, electronic device, household appliance, refrigeration, automobile accessory and bicycle etc.
copper alloys, but not in brazing of ferrous metals. The product is applied widely in the industries of refrigeration, household appliances, electric = z =
machinery, electric appliance and instrument etc. Flux is unnecessary when brazing copper as phosphorus plays a role of flux. Code Composition % Melting Range “C Standard
Cu Ag Ni Si Mn Impurity SOL LiQ AWS A5.8
5T - BCu100-A 209, =0.03 1083 —
Composition % Melting Range °C | Standard . =85 L B Z
Code Cu p S si sb Ni SoL L AWS A58 BCu100-B 2999 =0.04 1083 1150 BCu-1b T
g _ 2 ' : ' BCu100(P) 2999 <0.06 1083 1150 BCu-1 O
W o A 710 525 BCu99(Ag) Reman | 0812 <0.15 1070 1080 p.v)
Lans? Remah | 6965 1 0 BCU7N Remain 2535 <015 | 1083 1100 K4
| BCug3P Remain | 6875 710 793 BCUP-2 >
< BCuS2P Reman | 7581 710 770 (@)
I BCUBTPSN(S) | Reman | 6070 | 6070 | 001040 635 675 BCUP9 Copper-zinc Alloys Brazing Filler Metals (@)
BCuB6SnP Remain 6.4-7.2 6575 650 700 The product s applied to brazing by rapid heating, such as flame brazing, high frequency brazing, resistance brazing, and is used for brazing of .Z
I I I BCuBBSHPNI Remain 4858 7080 0412 620 670 copper, copper alloys, steel, cast iron and hard alloys. N
z BCu90PSn Remain 6.57.0 204.0 650 730 Code Composition % Melting Range °C Standard b
BCL92PSH Ranth | BB&A 1822 o 825 Zn Cu Sn i Mn Ni soL LQ | AWS A58 s
Various specification and forms available: rod, ring, wire BCu36Zn Remain | 34-38 800 823 n
Y BCW48Zn Remain | 4650 860 870 O
I I I BCub4Zn Remain 53-55 865 868 (IO
| Copper-phosphorus-silver Alloys Brazing Filler Metals BCUS8ZnMn Remain | 5759 3743 880 909 B
BCuB0ZnSn(Si) Remain 59-61 0812 0.1540.35 890 905 8
J Copper phosphorus solder is widely used in brazing copper and copper alloy, It has good fluidity, good brazing properties and low melting BCuB0Zn(Si) Remain | 585-615 0204 875 895 Ul
— point, which can replace some high silver solder. The brazing joint has high mechanical strength and smooth surface. Flux is unnecessary BCuS9Zn(Sn) Remain 57.61 0205 875 895
I I when brazing copper. However an appropriate flux is recommended when brazing copper alloys in order to get a high quality brazing joint. - " R '<
The productis applied widely in the industries of refrigeration, machinery, electro mechanical, electric appliance and instrument etc. BCUSBZnSn(NKMn)Si)| Remain 56-60 0811 0.1-0.2 0205 0208 870 890 D
BCu48ZnNi(Si) Remain 46-50 0.150.20 9.0-11.0 890 920 D
‘ ’ N
oag Composition % Melting Range °C &
ode - . . -
2 Cu P Ag Sn In Ni soL Lia Special Copper-based Alloys Brazing Filler Metals o
— BCu92AgP Remain 5.96.7 1525 645 825 The product Is applied to brazing of steel and hard alloys, applied in the industries of machinery, electromechanical, refrigeration, automabile and (o)
N BCu91AgP Remain 6.8-72 1822 643 788 BCuP-6 bicycle etc. Itis a product tailor-made for different customers to meel special needs. (00)
1
< BCu8B9AgP Reman | 5862 4852 645 815 BCuP-3 Composition % Melting Range °C n
BCuBBAGP Reman | 6570 | 4852 643 1 BCUP-7 oge Cu | Al | Fe | Mn | Ni P sl | sn | zn | soL | ua PN
m BCuBTAgP Remain | 7075 | 5862 643 813 BCuP-4 BCu88Sn(P) Remain 001004 11.0-130 825 990
m BCuBOAgP Remain | 4852 | 145155 645 800 BCuP-5 BCu98Sn(Si)(Mn) Remain | <0.01 | <0.03 | 0104 | <0.10 | <0.015| 0.1-04 | 051.0 1020 1050
BCu75AgPSn Remain 6.0-7.0 17.0-19.0 0308 640 676 BCu97SiMn Remain | <0.01 | <0.10 | 0515 <0.02 | 1.5-2.0 | 0.1-0.3 0.20 1030 1050
BCu75AgP Remain 5.86.3 19.0-21.0 645 645 BCu96SiMn Remain | <0.05 | =0.20 | 0713 <0.06 | 2.7-3.2 =040 980 1035
BCuAg5PSn Remain 4858 4555 9.5-10.5 560 650 BCu82AINi(Mn) Remain | 4555 | =050 | 0.1-1.0 | 1025 <010 <0.20 1040 1075
BCuAg2PNiSn Remain | 5878 2560 | 005008 0.01-0.1 630 710 BCug2Al Remain | 7090 | <050 | =050 | <050 <020 | <010 | <020 | 1030 1040
BCuAg2PInNi Remain 6.575 1.8-2.2 0812 0105 640 690 BCuB9AIFe Remain | 8.5-11.5 | 0515 =010 <0,02 1030 1040
BCuB9PAgIn Remain 6.8-7.5 2030 0812 630 680 BCu74MnAlFeNi Remain | 7.085 | 2040 | 11.0:140| 1530 <010 =0.15 945 985
Various specification and forms available: rod, ring, wire, strip BCuB4MnNi Remain | <0,05 | =0,50 | 11.0-140| 1,550 =010 | <1.00 | <1.00 965 1000
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Powder/ Paste

Component Silver Solder Powder, Aluminum Solder Powder, Copper Solder Powder, Nickel Solder Powder
The brazing alloy paste is made with special adhesive for brazing, so astobe applied tothe welding area of the
Usage partstobe welded.

In addition, the powder can be directly coated to the welding area by spraying, screening and covering.

Flux has lower melting point than brazingfiller metal, good surface activity. |t can break or dissolve metallic oxides on the surface of
work and brazing alloys and remove residues generated during the process, which is goad for the liquid brazing alloy wetting the
surfaces to permit adequate migration of the filler metal in order to get good quality joint. Flux is used in most of cases. It is widely
applied in brazing of copper-based and sliverfiller metals.

Strip

Composition %

Tern&:erature

Component SilverAlloy Brazing Filler Metals, Copper Alloy Brazing Filler Metals, Aluminum Alloy Brazing Filler Metals
Thickness 0.1mm, 0.2mmand 0.3 mm, and the minimum amorphous bandis0.03mm
Form RectangularorRolled
Packing 1Kg/ bag, 10Kg/box
1.Manual feeding: the solder patch is adhered to the area to be welded underthe actionof flux paste.
Usage 2. Use with automation equipment: automatic film feeding equipment and cutting equipment are used together.

3. Suitable forweldinginfurnace: presetand welded surface in advance.

i K3B03 KF KBF4 K203 | K2C03 applicablel °C i
FB101 29-31 69-71 550 850 Powder
FB102 4143 22-24 34-36 600 850 Powder
FB103 94-96 406.0 550 750 Powder
FB105G <50 >20 >25 550 850 Paste

QJ501Y Boric acid, methyl borate, methanol, surfactant etc 650 850 Powder
QJ403 methyl borate, methanol, surfactant etc »450 Powder

Wire

Silveralloy Brazing Filler Metals, copper alloy Brazing Filler Metals, aluminum alloy Brazing Filler Metals,

Component nickelalloy BrazingFiller Metals
Diameter Generally,itisbetween 0.5mm-2.5mm
Packing 5kqg/ plate, 10kg/plate, 20 kg/ plate
1. Solderwire dipped with flux paste
Usage 2. Heat solder wire withfireand dip solder powder

3. Solderwire shall be used afterthefluxispre coatedon the welded part
4, Automation

Rod

Silver Alloy Brazing Filler Metals, Aluminum Alloy Brazing Filler Metals, Copper Alloy Brazing Filler Metals,

Component Nickel Alloy Brazing Filler Metals
Diameter Generally between 0.2mm-6mm, commonly used are 0.5mm, 0.8mm, 1.0mm, 1.5mm, 2.0mm, 2.5mm, 3.0mm
Length 500mm /1000mm
Packing 500mm-1kg/bag, 20kg/box 1000mm-5kg/bag, 30kg/box
1. Solder bardipped with flux paste
Usage 2.Heatsolderbar with fire and dip solder powder

3. Solderbaris used afterfluxispre coatedonthe welded part
4, Automation

Ring

Silver Alloy Brazing Filler Metals, Aluminum Alloy Brazing Filler Metals, Copper Alloy Brazing Filler Metals,

Component Nickel Alloy Brazing Filler Metals
Diameter 0.5mm-2.0mm
Turns Generally 1-5turns, the wire diameter and the number of turns should be adjusted according to the heating speed
Packing 1kg/ bag, 10kg/box
1.Manual flame welding
Usage 2. Highfrequency welding (best application)

3. Cooperate with the automatic ring machine
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CUT-OFF WHEEL
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Flap discs

Artno. 116.00

Aluminium oxide, Zirconium oxide, Ceramic aluminium oxide or Black silicon
MATERIAL carbide abrasives. Fiber or plastic body. Flat or tapered profile.

Removing materials, edges, chamferings, burrs rust, trimming of weld joints,
APPLICATION surface cleaning and finishing.

Powerful and quick sharpening, preventing workpieces from being burnt.
FEATURES High grinding efficiency, good safety in use and long service life.
GRITRANGE 24-120

Dia. 50mm, Dia. 75mm, Dia. 100mm, Dia. 115mm, Dia. 125mm, Dia. 150mm,
DISCS Dia. 180mm.

Working Angle

The only permitted angle for cutting wheels is 90° to the material (Type 41-flat).

ﬁ" 90 90 e 90 90 a0 90
‘l 80 Q oL ?ﬂ’_ 90 OQ s e &40 . ®Low
Power Power

- :

Type 42-depressed centered

= .

Type27grinding ideal angle varies from 15° to 30°

Safety hints for using cut-off wheel

---Be stored in dry environment to keep from moisture;
------ Be gentle while fetching or putting down to avoid falling off or being hurt;
----- Check the rated revolution and make sure not exceed the maximum operating rate;
------ Shut off the power or compress the air while installing the abrasion wheel;
-++-:Do not take down the protective cover of the grinding equipment while grinding;
------ Keep the job site in clean environment and in good order, to protect workman from
being tripped by electric wires or gas pipes;
---Fix the workpieces to be grinded, to prevent them from sliding and hurting workman;
----- Do not twist the flange too tightly while installing;
-+ 3pin without grinding anything for 30 seconds after start the equipment to check if
there is any abnormal condition;
--Wear earphone, mouth-muffle and safety glasses, and it is strictly forbidden to handle
and grind the workpiece on the side of the cutting disc.
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Common problem and solution for cut-off wheel

? Possible causes

The cutting wheel consumption fast
The hardness level of wheel is low

The grinding pressure is too huge

The inner bores of cutting disc craze

The cutting disc gets stuck in the workpiece
The cutting disc is used to grind

The pressure of side direction is too huge
The diameter of inner side and outer side

is inconsistent

The edge crazes while the abrasion wheel is
cutting The diameter of the flange plate is too

small

The loading pressure of the flange is so huge
that the flange edge of abrasion wheel

deforms.

Itis used with improper force while cutting.

The diameter of the flange plate is too small.

The fracture of workpieces is burnt severely
The hardness of abrasion wheel is over high

The work rate of the equipment is low

(1" Solution

Select and adopt the models with high
hardness level

Decrease the grinding pressure

Move forward and backward evenly, and
exert pressure along the diametrical direction.
Use the grinding disc in grinding process
Avoid to exert pressure in side direction

Apply the flange plate with the same diameter

in inner side and outer side

Replace the flange plate with large diameter
and generally the diameter of flange plate
should be required to reach 1/3 of that of the

abrasion wheel

Adjust the pressure of the flange and abrasion

wheel to a reasonable level

Decrease the load while cutting and reduce the

pressure in side direction

Adopt the abrasion wheel of low hardness level
and high efficiency.

Replace it with high work rate

Fibreglass Reinforced Flat Cut-off Wheel

Artno.200.00

Operation symbol
The products of this series are suitable for cutting and fluting stainless steel rubes, steel
plates, walled tubes

Key points for best results
Hold your right angle grinder at 90°for cutting or fluting
Run the cut-off wheel according to the highest possible speed marked on the wheel.

Choose the abrasive grain as follow:
a) A—for general metal

b) ZA or WA—for stainless steel

¢) C or GC—for non metal, stone etc

Features:

Made of special sharp abrasive material
Owning long service life and high performance
High security and universal application
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Size(mm) Max Speed Application

: _ Fibreglass Reinforced Depressed Center Cutting Wheels
(DiaxDepthxHole) Rounds/Minute Metal Stone Stainless steel

100x1.0/1.2x16 15300 Artno.200.001 Art no.200.101 Artno.200.201

100x1.0/1.6x16 15300 Artn0.200.002 Artn0.200.102 Artn0.200.202 Artno.201.00

100x1.0/2.0x16 15300 Artno.200.003 Artno.200.103 Artno.200.203 —

100x1.0/2,5x16 15300 Art n0.200.004 Art n0.200.104 Aft n0.200.204 2

100x1.0/3.0x16 15300 Artn0.200.005 Art n0.200.105 Art n0.200.205 The products of this series are suitable for grinding welding points, welding line and T

LU 13990 AT, 200,900 AR 200108 Artno.200.206 grinding surface of common metals, stainless steels, non-metals, non-ferrous metals, etc %

115x1.,0x22.23 13300 Artn0.200.007 Art n0.200.107 Artno.200.207

115x%1.6x22.23 13300 Art no.200.008 Art n0.200.108 Artno.200.208 K4

115%2.0x22.23 13300 Art no.200.009 Art n6.200.109 Art no.200.209 Key points for best results Hold your right angle grinder at 30°with notcher. >

115x2.5%22.23 13300 Artno.200.010 Art n0.200.110 Artno.200.210 Run the gringer according to the highest possible speed marked on the wheel Q

115x3.0%22.23 13300 Artn0.200.011 Art n0.200.111 Artn0.200.211 Higher power and speed of the grinder, higher efficiency O
— 125x0.8x22.23 12250 Art 10.200.012 Art 10.200.112 Artno.200.212 Z
LIJ 125%1.0x22.23 12250 Artno.200.013 Art n0.200.113 Artno.200.213 N

125x1.6x22.23 12250 Art n0.200.014 Art no.200.114 Artno.200.214 Choose the abrasive grain as follow: N
m 125x%2.0%22.23 12250 Art no.200.015 Art no.200.115 Artno.200.215 -h
I 125x2.5x22.23 12250 Art n0.200.016 Art n0.200.116 Artno.200.216 Choose the abrasive grain as follow: I'I\)

125x3.0x22.23 12250 Art no.200.017 Art no.200.117 Artno.200.217 o

150x1,6x22.23 10200 Art n0.200.019 Art n0.200.119 Artno.200.219 a) A—for general metal o

150x2.0x22.23 10200 Art n0.200.020 Art no.200.120 Artno.200.220 b) ZA or WA—for stainless steel 1

150x2.5x22.23 10200 Art n0.200.021 Art n0.200.121 Artno.200.221 ¢) C or GC-for non metal, stone etc ('3
LL 150x3.0x22.23 10200 Artn0.200.022 Art n0.200.122 Artno.200.222 )

180x1.6x22.23 8500 Art n0.200.024 Art n0.200.124 Artno.200.224 (4)|
LI- 180x1.8x22.23 8500 Artn0.200.025 Art n0.200.125 Artno.200.225 =<
O 180x2.0x22.23 8500 Art n0.200.026 Art 10.200.126 Art n0.200.226 N

180x2.5x22.23 8500 Artn0.200.027 Artn0.200.127 Artno.200.227 D

I 180x3.0x22.23 8500 Artno.200.028 Art n0.200.128 Artno.200.228 H

I_ 230x1.6%22.23 6650 Art n0.200.030 Art n0.200.130 Artn0.200.230 &
D 230x2.0x22.23 6650 Art 10.200.031 Artn0.200.131 Art n0.200.231 = n

230%2.5%22.23 6650 Artno.200.032 Artno.200.132 Artno.200.232 (o]
U 230x3.0%22.23 6650 Art n0.200.033 Art n0.200.133 Artn0.200.233 (0]

300x3.0x25.4 5100 Art n0.200.034 Art n0.200.134 Artno.200.234 TIU

350x3.0x25.4 4400 Art n0.200.035 Art n0.200.135 Artno.200.235 p ~J

400x3.0x25.4 3850 Art no.200.036 Art no.200.136 Artno.200.236 / 'h

300x3.5%25.4 5100 Art n0.200.037 Art n0.200.137 Artno.200.237 /

350x3.5x25.4 4400 Art n0.200.038 Art n0.200.138 Artno.200.238

400%3.5x25.4 3850 Artno.200.039 Art n10.200.139 Artno.200.239

300x4.0x25.4 5100 Art n0.200.040 Art n0.200.140 Artno.200.240

350x4.0x25.4 4400 Art n0.200.041 Art 10.200.141 Artno.200.241

400x4.0x25.4 3850 Artno.200.042 Artno.200.142 Artno.200.242 Py

300x3.0%30 5100 Artno.200.043 Artno.200.143 Artno.200.243

350x3.0x32 4400 Artno.200.044 Artno.200.144 Art no.200.244

400x3.0x32 3850 Artno.200.045 Artno.200.145 Art no.200.245 o

300x3.5x32 5100 Artno.200.046 Artno.200.146 Art no.200.246 90

350x3.5x32 4400 Artno.200.047 Artno.200.147 Artno.200.247

400x3.5x32 3850 Artn0.200.048 Artn0.200.148 Artno.200.248 <Jc

300x4.0x32 5100 Artno.200.049 Artno.200.149 Art no.200.249

350x4.0x32 4400 Artno.200.050 Art n0.200.150 Art n0.200.250
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Fibreglass Reinforced Depressed Center Grinding Wheels

230x6.0x22.23

6650

Artno.202.033

Artno.202.133

Art no.202,233

Size(mm) Max Speed Application
(DiaxDepthxHole) Rounds/Minute Metal Stone Stainless steel
100x1.6x16 15300 Artno.201.000 Artno.201.100 Artno.201.200 Artno.202.00
100x2.0x16 15300 Artno.201.001 Artno.201.101 Artno.201.201
100x2.5%16 15300 Artno.201.002 Artno.201.102 Artno.201.202 Application E
Ll i 15908 AAAR2CHOP ikticll SHENO. 201203 Used for grinding and polishing soldered dots, weld joints and the surface of common T
iz it bl i S R metals, stainless steel, nonmetal and nonmagnetic cast iron. Apply to steel structure @)
115x1.6x22.23 13300 Artno.201.005 Art n0.201.105 Artno.201.205 Y M ' ‘ by
115x2.0x22.23 13300 Artn0.201.006 Art n0.201.106 Artno.201.206 construction, casting, etc 2
115x2.5x22.23 13300 Artno.201.007 Art n0.201.107 Artno.201.207 >
115x3,0x22.23 13300 Artno.201.008 Artn0.201.108 Artno.201 208 Choose the abrasive grain as follow: Q
7 I s s s o s e PR R 00 o rgreine o
X UN : rtno. i rnno v rtno. .
_I 125x2.5%22.23 12250 Artno.201.011 Art n0.201.111 Artno.201.211 b) ZAor WA—for stainless steel Z
LIJ 125x3.0x22.23 12250 Artno.201.012 Artno.201.112 Artno.201.212 ¢) C or GC-for non metal, stone etc H
m 150x1.6x22.23 10200 Artno.201.013 Artno.201.113 Artno.201.213 k
150x2.0x22.23 10200 Artno.201.014 Artno.201.114 Artno.201.214 Features: 1
I 150x2.5x22.23 10200 Artno.201.015 Artno.201.115 Artno.201.215 Sharp‘with long service life and SUpEinF coslperformance 8
; 150x3.0x22.23 10200 Artno.201.016 Artno.201.116 Artno.201.216 ©
180x1.6x22 23 8500 Art 00.201.017 Artno.201.117 Artno.201.217 ]
180x2.0x22.23 8500 Artn0.201.018 Artn0.201.118 Artno.201.218 Key points for best results A
LL 180x2.5x22.23 8500 Artn0.201.019 Artno.201.119 Artn0.201.219 Hold your right angle grinder at 30°with notcher 8
LI- 180x3.0x22.23 8500 Artno.201.020 Artne.201.120 Artno.201.220 Run the grinder according to the highest possible speed marked on the wheel. a
230x1.6x22.23 6650 Artno.201.021 Artno.201.121 Artno.201.221 ngher power and speed of the grinder. higher eﬁiciency. .<
O 230x2.0x22.23 6650 Artn0.201.022 Artn0.201.122 Artn0.201.222 [N
I 230x2.5%22.23 6650 Artn0.201.023 Artno.201.123 Art n0.201.223 g S Aopication N
I— 230x3.0x22.23 6650 Artn0.201.024 Artno.201.124 Artno.201.224 (DisxDepthsHole) Asari — fet reramer -||§
3003 Crdid 51% feing01,020 AR 09201140 Autho SR 100x3.0x16 15300 Art n0.202.000 Artno.202.100 Art n0.202.200 (00)
D 350x3.0x25.4 4400 Art ne.201.026 Art n0.201.126 Art n0.201.226 r—— P R Y e ey n
U0 ket 3 2080 Ktng. 201 9et AR Jiet e, A01RET 100x6.0x16 15300 Art n0.202.003 Artn0.202.103 Art n0.202.203 8
U SIRHS.SX204 £ 100 A0 01 S8 Al Ja8 A s 224 100x7.0x16 15300 Art 10.202.004 Artno.202.104 Art 10,202,204 ]
SR et b el sl Erino. 208 £29 115x3.0x22.23 13300 Art0.202,006 Artn0.202.106 Artn0.202.206 v
SHix3.5x20 A e fitao.291,950 At 0,264,130 Artoa.001.230 115x4.0x22.23 13300 Art n0.202.007 Artn0.202.107 Art n0.202.207 E
il e, i @ G SN, Aot i pitve S 115x6.0x22.23 13300 Artno.202.009 Art 10.202.109 Artn0.202.209
350%4.0x25.4 4400 Artne.201.032 A no.201.132 Art00:201.292 115x7.0x22.23 13300 Artno.202.010 Artn0.202.110 Artn0.202.210
AURNA02% ¢ 3850 T A Ao 201,433 Arino0%203 125x3.0x22.23 12250 Artn0.202.012 Artn0.202.112 Art10.202.212
300x3.0530 8100 Al ho/ei D54 Bl 204104 Artna.204.234 125x4.0x22.23 12250 Artn0.202.013 At 00,202,113 Artno.202.213
350x3.0x32 400 Artng201.033 Art n0.201.135 Artno.201.235 125x6.0x22.23 12250 Artn0.202.015 Artno.202.115 Artn0.202.215
400x3.0x32 3830 Artno.201.036 Art n0.201.136 Artno.201.236 125x7.0x22.23 12250 Artn0.202.016 Art n0.202.116 Artno.202.216
300x3.5x32 5100 Art no.201.037 Artno.201.137 Artno.201.237 150%3.0%22 23 10200 Art no.202.018 Artno.202.118 Artno.202.218
290x3.5x32 4400 Artna.201.039 AR po.201.130 Artng.201.330 150x6.0x22.23 10200 Artn0.202.021 Artn0.202.121 Artno.202.221
400x3.5x32 3850 Artno.201.039 Artno.201.139 Artno.201.239 180x3.0x22.23 8500 Art no.202 024 Artno.202.124 Art no.202.224
300x4.0x32 5100 Artno.201.040 Art n0.201.140 Artno.201.240 180x6.0x22.23 8500 Artn0.202.027 Artn0.202.127 Art n0.202.227
350x4.0x32 4400 Artno.201.041 Art no.201.141 Artno.201.241 180x7.0x22.23 8500 Artn0.202.028 Artn0.202.128 Art no.202.228
400x4.0x32 3850 Artn0.201.042 Artn0.201.142 Artno.201.242 180x8.0x22.23 8500 Artno.202.029 Aft10.202.128 Art n0.202.229
230x3.0x22.23 6650 Artn0.202.030 Art n0.202.130 Art n0.202.230



Warrior Extended +30% Performance

Extra - thin disc Artno.200.530
Incomparable Durability

Application: —
Features: Stainless steel & Metal. 'IZ1
High speed cutting Lower heat output (@)
Incomparable durability Less wastage of raw material Extremely Powerful--30% higher efficiency A
Easily control and comfortable cut Excellent sharpness and availability Extremely Economical——Minimum costs per cut E
Reduce the consumer  of the energy Excel ingrain retention and fray resistance 0
Size(mm):105x1.2x16, 115x1.2/1.6x22.23, 125x1 .2/ 1.6x22.23, 6
Size(mm):116x1.0/1.2/1.6x22.23, 125x1.0/1.2/1.6x22.23 Dia x Depth x Hole: 1 50x1 .6x22 .23, 180x 1.6x22 .23, 230x 1.6/ 1 .9x22.23 Z
Dia x Depth x Hole: 180x1 .6x22.23, 230x1 .8x22.23
Multiuse
Excalibur Artno.200.CGF
Features: .
Permanently sharp, when high-Performance is required. Featurgs. o . o o
Self-sharpening cutting and grinding tools for longer lifetime in the toughest conditions Itcombines three operations in one product-Cutting, Grinding and Finishing.

Run the grinding according to the highest possible speed marked on the wheel.
Size(mm): (Dia x Depth x Hole) 105x1.2x16, 115x1.0x22.23, 125x1 .0x22.23 . ; : o

Higher power and speed of the grinder, higher efficiency.

Made of special sharp abrasive materials

Long service life.

High security and universal application.

D
b
&
n
o
g
Y
W
W
ai
<
b
b
.Ih
o0
n
©
©
3
b

_
Ll
Ll
3
L
L
Q
I—
>
O
L
0
=
I—
i
>
>

Monkey King
Size(mm):
Features: .
+Less physical
*Longer lifetime _
*Shorter set-up time Multicorte
Size(mm): (Dia x Depth x Hole) 105x1.2x16, 115x1.0x22.23, 125x1.0x22.23 Artn0.200.511
Application:

Metal, Stainless steel, Aluminium, Stone, PVC, Tiles

Extremely Powerful--Multicore

Extremely Economical-—Minimum costs per cut <jC

Size(mm): REMAlN
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Cup Brush

Art n0.600.00

D
mm/inch
65/2 - 1/2"
75/3"
85/3- 2/5"
100/4"
125/5"
150/6"

Artno.600.01

D
mm/inch
65/2 - 1/2"
75/3"
85/3- 2/5"
100/4"
125/5"
150/6"

M

mm
10x1.25/10x1.5/14x2

10x1.25/10x1.5/14x2 5/8" - 11NC

10x1.5/14x2 5/8" - 11NC
14x2/16x2 5/8" - 11NC
14x2/16x2 5/8"- 11INC
14x2/16x2 5/8" - 11NC

Rpm.max
mm
12500
12500
12500
8500
6500
4500

Qty
pes/ctn
100
100
100
60
40
20

Carton Dimension
cm
39x39x28
42x42x31
42x42x31
43x33x42
54x50x27
49x32x32

NW/GW
kgs
12114
18120
20122
21123
21123
18/20

M

mm
10x1.25/10x1.5/14x2

10x1.25/10x1.5/14x2 5/8"-11NC

10x1.5/14x2 5/8" - 11NC
14x2/16x2 5/8" - 11INC
14x2/16x2 5/8"- 11NC
14x2/16x2 5/8"-11NC

Rpm.max
mm
12500
12500
12500
8500
6500
4500

Qty
pes/etn
100
100
100
60
40
20

Carton Dimension
cm
39x39x28
42x42x31
42x42x31
43x33x42
54x50x27
49x32x32

NWIGW
kgs
12/14
18/20
20/22
21123
21123
18/20

Bevel Brush

Artno.600.03
D M
mm/inch mm
100/4" 14x2/16x2 5/8"- 1INC
115/4 - 1/2" 14x2/16x2 5/8"-11NC
Artno.600.04
D M
mm/inch mm
100/4" 14x2/16x2 5/8"- 11NC
115/4-1/2" 14x2/16x2 5/8"- 11NC

Machinery Circular Brush

Artno.600.05

D B
mm/inch mm
100/4" 1/2" 5/8"
125/5" 112" 5/8"
150/6" 1/2" 5/8" 3/4" 7/8" 1"
175/7" 1/2" 5/8" 3/4" 7/8" 1"
200/8" 1/2" 5/8" 3/4" 7/8" 1"
250/10" 1/2" 5/8" 3/4" 7/8" 1"
300/12" 1/2" 5/8" 3/4" 7/8" 1"

Rpm.max Qty Carton Dimension NW/GW
mm pes/ctn cm kgs
10000 100 54x46x23 18/20
10000 80 49x46x26 18/20
Rpm.max Qty Carton Dimension NW/GW
mm pes/ctn cm kgs
10000 100 54x46x23 18/20
10000 80 49x46x26 18/20
| 4]
| — 8 -
|| + —+
s e =E
R T H Rpmmax Qty CartonDimension NWIGW
mm mm mm pes/ctn cm kgs
20 20 | 18 | 6000 @ 100 53x33x23 18/20
20 33 | 18 | 6000 60 41x35x27 18/20
32 30| 20 | 6000 40 37x33x33 20/22
32 42 22 6000 20 37x37x20 1517
32 42 | 22 4500 20 43x38x22 17119
32 47 | 25 3600 20 53x38x27 25127
32 50|25 3000 10 40x32x32 15117
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Cup Brush

Art n0.600.00

D
mm/inch
65/2 - 1/2"
75/3"
85/3- 2/5"
100/4"
125/5"
150/6"

Artno.600.01

D
mm/inch
65/2 - 1/2"
75/3"
85/3- 2/5"
100/4"
125/5"
150/6"

M

mm
10x1.25/10x1.5/14x2

10x1.25/10x1.5/14x2 5/8" - 11NC

10x1.5/14x2 5/8" - 11NC
14x2/16x2 5/8" - 11NC
14x2/16x2 5/8"- 11INC
14x2/16x2 5/8" - 11NC

Rpm.max
mm
12500
12500
12500
8500
6500
4500

Qty
pes/ctn
100
100
100
60
40
20

Carton Dimension
cm
39x39x28
42x42x31
42x42x31
43x33x42
54x50x27
49x32x32

NW/GW
kgs
12114
18120
20122
21123
21123
18/20

M

mm
10x1.25/10x1.5/14x2

10x1.25/10x1.5/14x2 5/8"-11NC

10x1.5/14x2 5/8" - 11NC
14x2/16x2 5/8" - 11INC
14x2/16x2 5/8"- 11NC
14x2/16x2 5/8"-11NC

Rpm.max
mm
12500
12500
12500
8500
6500
4500

Qty
pes/etn
100
100
100
60
40
20

Carton Dimension
cm
39x39x28
42x42x31
42x42x31
43x33x42
54x50x27
49x32x32

NWIGW
kgs
12/14
18/20
20/22
21123
21123
18/20

Bevel Brush

Artno.600.03
D M
mm/inch mm
100/4" 14x2/16x2 5/8"- 1INC
115/4 - 1/2" 14x2/16x2 5/8"-11NC
Artno.600.04
D M
mm/inch mm
100/4" 14x2/16x2 5/8"- 11NC
115/4-1/2" 14x2/16x2 5/8"- 11NC

Machinery Circular Brush

Artno.600.05

D B
mm/inch mm
100/4" 1/2" 5/8"
125/5" 112" 5/8"
150/6" 1/2" 5/8" 3/4" 7/8" 1"
175/7" 1/2" 5/8" 3/4" 7/8" 1"
200/8" 1/2" 5/8" 3/4" 7/8" 1"
250/10" 1/2" 5/8" 3/4" 7/8" 1"
300/12" 1/2" 5/8" 3/4" 7/8" 1"

Rpm.max Qty Carton Dimension NW/GW
mm pes/ctn cm kgs
10000 100 54x46x23 18/20
10000 80 49x46x26 18/20
Rpm.max Qty Carton Dimension NW/GW
mm pes/ctn cm kgs
10000 100 54x46x23 18/20
10000 80 49x46x26 18/20
| 4]
| — 8 -
|| + —+
s e =E
R T H Rpmmax Qty CartonDimension NWIGW
mm mm mm pes/ctn cm kgs
20 20 | 18 | 6000 @ 100 53x33x23 18/20
20 33 | 18 | 6000 60 41x35x27 18/20
32 30| 20 | 6000 40 37x33x33 20/22
32 42 22 6000 20 37x37x20 1517
32 42 | 22 4500 20 43x38x22 17119
32 47 | 25 3600 20 53x38x27 25127
32 50|25 3000 10 40x32x32 15117
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Cup Brush with Shaft
Art n0.600.06
D W
mm/inch mm
50/2" 50/2"
65/21/2" 65/2 12"
75/3" 75/3"
End Brush

Artno.600.07

D w
mm/inch mm
1211/2" 6
1717/25" 6

251" 6
28/1-1/8" 6

mm
16
18
20

mm
20

22
26
30

Rpm.max

4500
4500
4500

Rpm.max

4500
4500
4500
4500

Qty
pcs/ctn
120
120

120

Qty
pes/ctn
300

300
250
200

Carton Dimension NWIGW

cm kgs
34x23x34 8/10
55x34x39 1113
55x34x39 13/15

D =

Carton Dimension NWIGW

cm kgs
57x23x34 6/8
57x23x34 911
57x23x34 15117
57x23x34 13/15

Circular Brush

Artno.600.08

D
mm/inch
40/1-3/5"
50/2"
65/2 1/2"
75/3"
100/4"

Circular Brush

Artn0.600.09

D
mm/inch
75/3"

100/4"
125/5"
150/6"
200/8"

with Shaft

W T
mm mm

6 10

6 10

6 13

6 15

6 23

B T
mm mm
112" 15
112" 5/8" 23
112" 5/8" 19
112" 5/8" 33
112" 5/8" 42

Used for polishing, removing rust, burr etc

Cup Brush, Knotted

Artno.600.10

D
mm/inch
65/21/2"

75/3"

100/4"
19R/5"

M

mm
10x1.5/10x1.25 5/8"- 11INC
10x1.5/10x1.25 5/8"- 11NC

14x2/16x2 5/8" - 1INC
14v? R/IR". 11NC

mm
10
12
18
20
22

mm

20
22

26
an

Rpm.max

4500
4500
4500
4500
4500

Qty
pes/ctn
300
300
200
200
120

Rpm.max

4500
4500
4500
3750
3750

Rpm.max

12500
12500

8500
RRNN

Qty
pes/etn
200
160
120
60
40

Qty
pes/ctn
60
45

30
24

Carton Dimension NW/GW

cm
57x23x34
57x23x24
68x34x39
68x34x39
54x45x38

kgs
7/8
12114
1113
15/17
13/15

S

Carton Dimension NWIGW

cm
68x34x39
62x37x41
56x45x34
54x31x41
53x44x33

kgs
16/18
16/18
20/22
15117
15117

]
o p—

Carton Dimension NW/GW

cm
42x34x23
42x34x23

43x33x19
R1v2ARyH?

kgs
16/18
21/23

21/23
24174
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Bevel Brush, Knotted with Shaft ﬂ Wheel Brush, Knotted | r g_r
Artn0.600.11(A) |' 8’03 0 Artn0.600.15 ¥
D M T Rpm.max Qty Carton Dimension ~ NW/GW D M T Rpm.max Qty Carton Dimension ~ NW/GW
mm/inch mm mm pesictn cm kgs mm/inch mm mm pesictn cm kgs —
75/3" 6 17 4500 120 55x34x39 13/15 100/4" 13/16/22.2 20.5 11000 100 53x33x23 20/22 p
100/4" 6 21 4500 120 62x37x41 16/18 125/5" 10x1.5/10x1.25 5/8"- 11NC 31 11000 60 41x35x27 18/20 8
150/6" 2221254 30 9000 40 37x33x33 20/22 A
Bevel Brush, Knotted 175/7" 22.2/125.4/40/50.38 38 9000 20 37x37x20 16/18 E
200/8" 22.2125.4/40/50.38 40 6500 20 43x38x22 20/22 0
Artn0.600.11(B) o)
Z
D M T Rpm.max Qty Carton Dimension ~ NW/GW °°

mm/inch mm mm pes/ctn cm kgs k
I 65/2 1/2" 14x2 / 16x2 24 12500 120 37x37x26 22126 _ Ilh
(0p) 75/3" 14x2/ 16x2 24 12500 120 43x43x32 25/29 Artno.600.16 | n
D 100/4" 14x2/ 16x2 24 10000 50 58x25x43 20122 D M - R o Qty  CartonDimension  NW/GW 8
Y 125/5" 14x2/ 16x2 24 10000 30 41x28x42 16/18 Sinch i T Scsiclhn . kg A
m 100/4" 14x2 5/8" - 11NC 20.5 11000 60 34x29x23 12114 8
Cup Brush, Knotted with Shaft 125/5" 14x2 5/8"- 11NC 31 11000 60 40x29x27 18/20 a
0 150/6" 14x2 5/8"- 11NC 30 9000 40 33x29x34 20122 :
Art no.600.12 175/7" 14x2 5/8"-11NC 38 9000 20 39x29x20 14/16 N
D 200/8" 14x2 5/8"-11NC 40 6000 20 43x29x22 19/21 H
U D M T Rpm.max Qty Carton Dimension ~ NW/GW &
mm/inch mm mm pes/ctn cm kgs n
65/21/2" 6 18 4500 120 55x34x39 18/20 8
75/3" 6 20 4500 120 55x34x39 20/22 |'IU
Usedor fernviha stalf, . nalit et Knife Brush / Wooden(Plastic) Handle Brush E

Cup Brush, Knotted

N\
iy - .
'TN ,l Artno.600.17 3 <@

Art n0.600.13

D Qty Carton Dimension NW/GW
D M T Rpm.max Qty Carton Dimension ~ NW/GW Sl pcs/ctn & ks
mm/inch mm mm pesicin o kgs 260140 120 61x28x26 15/16
65/21/2" 14x2/ 16x2 23 12500 100 39x39x27 19/21 T 120 43x31x38 13114
75/3" 14x2 / 16x2 22 12500 100 42x42x31 23/25 fomny 120 43x31x40
100/4" 14x2 / 16x2 24 8500 60 43x33x42 24/26 Brow 120 43x31; Jc
125/5" 14x%2 | 16x2 25 6500 40 54x50x27 24126
1RNIR" 14vD 1189 T ARNN ain AQv292v19 21209k L e e e e R S L N e
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Steel Wire Wheel Assortment

Artno.600.18

Spec
inch/no.
3"Artno.600.06
4" Artno.600.09

Artno.600.19

Spec
inch/no.
2" Art n0.600.06 /3" Art n0.600.08
3" Artno.600.06 /4" Artno.600.08

Artno.600.20

Spec
inch/no.
2" 2.5"3"Artno.600.09

1" Artn0.600.07 /2" Art n0.600.08 / 2" Art n0.600.06

Artno.600.21

Spec
inch/no.

1" 1.5"2" 2.5"3"Artn0.600.09
1"Artno.600.07/2" 3"Artn0.600.08/2" 3"Artno.600.06

Artno.600.22

Spec
inch/no.

2"Artno 600 0AR/ 1.5"2" 2 5"3"4"Artnn A00 08

Qty
set/ctn
120
120

Qty
set/ctn
80
48

Qty
set/ctn
120
120

Qty
set/ctn
100
48

Qty
set/ctn
4R

Qty
cm
55x34x39
54x45x38
Qty Qty
cm kgs
45x31x42 1113
52x42x27 10/12

Qty Qty

cm kgs
55x34x39 18/20
46x33x35 18/20

Qty Qty

cm kgs
57x23x34 20/22
54x50x41 16/18

Qty
cm
RdvANyd1 18120
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MIG-350

TECHNICAL PARAMETERS

MIG-500E

MIG-225D

. MIg-225D
- BT =

®TECHNICAL PARAMETERS

MIG-270SY
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Model No. | Dimension(mm) | Weight(Kg) | Supply voltage |Input currenton| Current range | Un-load voltage | Rated output| Rated duty cycle| Eficiency
MIG- 350E | 572°295°530 395 220V 30A 30-350A 75V 14-38V 60% 285%
MIG- 500E [ 610°310°580 49 3-380V 15A-43A 60-500A 70V 14-45V 60% 285%

Model No. | Dimension(mm) | Weight(Kg) | Supply voltage |Input currenton| Current range | Un-load voltage | Rated output| Rated duty cycle| Eficiency
MIG-225D | 370°180°230 15 2-220V 9A-15A B6OA- 140A 56v 245V 40% 287%
MIG-270SY | 455°260*500 30 220V/380V 13A-20A 60A- 240A 56V 28V 60% 287%
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MAS INFORMACION:

FRANCISCO JAVIER JUAREZ CHAVEZ

| p

/ » /
444-209-4335 R
pjuarez230179@gmail.com R E I N

TELESFORO ROSALES PAZ
444-8298-274
telesfororosalespazS8@gmail.com ® J‘ ®

www.cinasa-sip.com



