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Performance Paradigm

The Fangchenggang Nuclear
Power Station

[ e E— A AT
BitRIRENRECREEE

INTRODUCTION

With a sixty-six years experience, ATLANTIC CHINA WELDING CONSUMABLES INC. grew out of CHINA WELDING
ELECTRODE PLANT, which is the first welding consumable manufactory in China and it had become a public listed incorporation
in Shanghai Stock Exchange in 2001. The famous trademark “ATLANTIC” was registered in 1950 and it is awarded the “Well-known The Yangjiang Nuclear Power Station
Trademarks in China”. “ATLANTIC” has 15 sub-factories around in China and its head-office is located in Zigong, Sichuan. The
output of ATLANTIC products was more than 400,000 metric tons in 2015. “ATLANTIC” welding consumables are over 500 types,
which divided into welding rods, welding wires and welding fluxes three categories that include mild steel rods, cellulose rods, high
toughness steel rods, low alloy steel rods, hardfacing rods, stainless steel rods, cryogenic steel rods, heat resistant steel rods, cast iron
rods, nickle and nickle alloy rods and copper rod; wires suitable for MAG, MIG, TIG, SAW, FCW as well as for aluminium alloy and
copper alloy; fluxes are classified into fused, sintered (agglomerated) and bonded types for submerged arc welding and electroslag

welding. : a7

L
The “ATLANTIC” welding consumables have excellent quality and have been enjoyed a high reputation. They are widely used in The Fuging Nuclear Power Station . The Lingao(Daya Bay) Nuclear Power
power station boilers, pressure vessels, nuclear and space industries, bridges, ships, vehicles, petroleum and chemical industries, | = ' Station

hydropower and thermal-power plants, metallurgical industries, skyscrapers, heavy machinery, and offshore drilling platforms etc.
Some instances of focus projects of “ATLANTIC” in China and abroad: Three Gorges Dam Project on Yangtse River, Qinshan,
Tianwan and Lingao (Daya Bay) Nuclear Power Stations, the 4,000km West-to-East Gas Transmission Pipe Line, the main

:'ﬁlihe’ grand sight of Xiluodu Hydropower
tion

gymnasiums for Beijing Olympic Game 2008, The National Centre for the Performing Arts, the 3T Terminal Building of Beijing
International Airport, the new mansion of CCTYV, the jumbo oil tanks of the National Strategic Petroleum Reserves in China, the San
Francisco-Oakland Bay Bridge as well as the Hong Kong-Zhuhai-Macao Bridge and so on. The main products of “ATLANTIC” are
approved by China Classification Society (CCS), Lloyd’s Register of Shipping (LR), American Bureau of Shipping (ABS), Bureau
Veritas (BV), Germanischer Lloyd (GL), Det Norske Veritas (DNV), Nippon Kaiji Kyokai (NK), PT. Biro Klasifikasi Indonesia
(BKI), Korean Register of Shipping (KR), Technischer Uberwachungs-Verein (TUV) and Canadian Welding Bureau (CWB) as
well as CE(Conformite Europeenne). Lloyd’s Register Quality Assurance (LRQA) approves the ISO 9001 Management Systems of
ATLANTIC CHINA WELDING CONSUMABLES INC. , and The Inspection Department of “ATLANTIC” is the only one achieves
ISO 17025 “Laboratory Accreditation Certificate” in the welding industry of China.

The wind power field at Dabancheng,
Xinjiang, China
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| ATLANTIC products are widely used
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Shanghai Waigaoqgiao Shipbuilding Co. Ltd
300,000 ton crude oil tanker

A 175,000mt bulk carrier made by Shangh
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AWS A5.1 E6013

BS EN ISO 2560-B-E 43 13 A
CSA W48-06 E4313

JIS 23211 D4313

GB/T 5117 E4313

THE EXCELLENT PRODUCTION & INSPECTION EQUIPMENTS

CHE40

The Most Popular Covered Welding Rod
for Mild Steels

Type of Covering: High titania, potassium
Welding Position: F, H, HF, OH, V
Type of Current: AC, DCEP or DCEN

Features & Applications

CHEA40 is the most popular mild steel welding rod. It is able to provide excellent welding performance and satisfactory
weld metal can be obtained in all position welding. It is widely used in ordinary tensile strength mild steel structures
especially suitable for intermittent welding to sheet steels and small work pieces as well as cosmetic welding with
smooth and shiny appearance, e.g. top-hull of ships.
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Chemical Composition of Deposited Metal (%)

C Mn Si S P Ni Cr Mo \%
and the high speed, non=
d. Taiwan g
- Standard <0.20 <1.20 <1.00 <0.035 <0.040 <0.30 <0.20 <0.30 <0.08
Typical 0.070 0.41 0.26 0.021 0.023 0.018 0.027 0.002 0.001

Mechanical Properties of Deposited Metal (AW)

Yield Strength Tensile Strength Elongation Impact Value (J)
ReH (MPa) Rm (MPa) A4 (%) 20 0
A late-model spectrometer made by %l-g electronic
SPECTRO, Germany eter{hina:t_ ) | from C tl Zeiss AG Standard >306 400-560 >22 — >47
= ( lIIorpor atiol, USZ ol JJN
| i B Typical 395 480 29 110 80

The standard of mechanical properties conforms to shipping institutions and the certificate of inspection would follow it
unless the purchaser has special requirement.
X-ray radiographic inspection: Grade I

Sizes, Pieces & Recommended Current (AC or DC)

Size (mm) 2.5x300 2.5x350 3.2x350 4.0x400 4.0x450 5.0x400 5.0x450
Pieces (5kg) ~303 ~258 =157 ~90 ~80 =59 =52
F, H 60-90 60-90 80-130 150-190 150-190 180-250 180-250
Current
(A)
V, OH 50-80 50-80 80-110 130-170 130-170
Approvals
NDT drﬁ%ﬂﬁer impact Institute CCS LR ABS BV GL DNV BKI NK CWB
test machin
Grade 2 2m 2 2 2 2 2 KMW2 E4313

Notice: Normally the rod do not need to re-dry in case it is affected with damp seriously it should be re-baked at 150
for 30-60minutes before use.

ATLM PRODUCTS



AWS A5.1 E6011

BS EN ISO 2560-B-E 43 11 A
CSA W48-01 E4311

JIS 23211 D4311

GBT/5117 E4311

Vertical-down Covered Welding Rod for
Mild Steels

CHE4256
BS EN ISO 2560-B-E 43 10 A

. . CSA W48-01 E4310
Vertical-down Covered Welding Rod for GBT/5117 E4310

Mild Steels

Type of Covering: High cellulose, potassium
Welding Position: F, H, HF, OH, V, VD
Type of Current: DCEP or AC

Features & Applications

It is suitable for butt welding, corner joint welding and lap welding for sheet steels, such as structures of power
plant’s flue and air duct, oil tank of transformer, upper structures of hull, vehicle plate and so on. The welding rod is
unfavourable to weave too wide and the length of voltaic arc should be appropriate. It is not suitable for multi-layer
welding and not for cosmetic welding.

Chemical Composition of Deposited Metal (%)

C Mn Si S P Ni Cr Mo Vv
Standard <0.20 <1.20 <1.00 — — <0.30 <0.20 <0.30 <0.08
Typical 0.096 0.68 0.20 0.017 0.018 0.008 0.041 0.001 0.012

Mechanical Properties of Deposited Metal (AW)

Tensile Strength Yield Strength Elongation Impact Value (J)
Rm (MPa) ReL (MPa) A4 (%) 30
Standard >430 >330 >22 >27
Typical 500 405 30 75
X-ray radiographic inspection: Grade II
Sizes, Pieces & Recommended Current (DC" or AC)
Size (mm) 2.5x 300 3.2x350 4.0 x 350 5.0x 350
Pieces (5kg) ~328 =185 =120 =76
Current (A) |OH, VD 30-50 70-100 90-140 150-200

Notice: 1) Good condition of packaging and storage for it is important.
2) Normally it does not need to re-dry. When it is damped seriously re-bake it at temperature of 70  -80  for
0.5-1 hour before welding.
3) To increase performance of welding, when using dia. 5.0mm one, bigger thrust and smaller current are
recommended.

ATLM PRODUCTS

Type of Covering: High cellulose, sodium
Welding Position: F, H, HF, OH, V, VD
Type of Current: DCEP

Features & Applications
It is mainly used for backing welding of substrate, root passes, filler and cosmetic welding of mild steel pipes. It could

be fashioned by one-side welding with back formation.

Chemical Composition of Deposited Metal (%)

C Mn Si S P Ni Cr Mo Vv
Standard <0.20 <1.20 <1.00 — — <0.30 <0.20 <0.30 <0.08
Typical 0.091 0.55 0.17 0.010 0.011 0.011 0.022 0.001 0.01

Mechanical Properties of Deposited Metal (AW)

Tensile Strength Yield Strength Elongation Impact Value (J)
Rm (MPa) ReL (MPa) A4 (%) =0
Standard >430 >330 >22 >27
Typical 500 400 29 80

X-ray radiographic inspection: Grade II

Sizes, Pieces & Recommended Current (DC")

Size (mm) 2.5 x 300 3.2x350 4.0 x 350 5.0x 350
Pieces (5kg) ~328 =185 =120 =76
F, H 60-90 70-110 110-150 150-200
Current
(A)
OH, VD 50-80 60-100 100-140 140-180

Notice: 1) Good condition of packaging and storage for it is important.
2) Normally it does not need to re-dry. When it is damped seriously re-bake it at temperature of 70 -80  for
0.5-1 hour before welding.
3) To increase performance of welding, when using dia. 5.0mm one, bigger thrust and smaller current are
recommended.

ATLM PRODUCTS



AWS A5.1 E7014

AWS A5.1 E7016
BS EN ISO 2560-B-E4916-1 A

CHES6

Covered Welding Rod for High Tensile

BS EN ISO 2560-B-E 49 14 A
CSA W48-01 E4914

Covered Welding Rod for High Tensile

CSA W48-06 E4916
JIS 23212 D5016
GB/T 5117 E5016

GB/T 5117 E5014
Steels

Steels

Type of Covering: Iron powder, titania
Welding Position: F, H, HF, OH, V
Type of Current: AC, DCEP or DCEN

Features & Applications
Its nominal deposited efficiency is about 110% and it is used for welding structures fabricated by equivalent tensile
strength mild steels or low alloy steels, such as machineries, vehicles and so on.

Type of Covering: Low hydrogen, potassium
Welding Position: F, H, HF, OH, V
Type of Current: DCEP or AC

Features & Applications

It is used for main parts of ships, e.g. boilers, pressure vessels and pipes made by equivalent tensile strength steels, such
as A, B, D, E, AH36, DH36 or EH36. Also it can be applied to homothetic strength structures of bridges, machineries,
constructions, vehicles and so on. The weld metal has good performance of plasticity, impact toughness and crack

Chemical Composition of Deposited Metal (%)

C Mn* Si S P Cr* Ni* Mo* V*
Standard — <1.25 <0.90 <0.035 <0.035 <0.20 <0.30 <0.30 <0.08
Typical 0.065 0.60 0.40 0.020 0.025 0.001 0.011 0.013 0.06
The total amount of elements with * one should be<1.50%
Mechanical Properties of Deposited Metal (AW)
Tensile Strength Yield Strength Elongation
Rm (MPa) ReL (MPa) A4 (%)
Standard >490 >400 >17
Typical 560 480 25
X-ray radiographic inspection: Grade I
Sizes & Recommended Current (AC or DC)
Size (mm) 2.5x300 3.2x350 4.0x400 5.0x400
F H 60-90 80-130 150-190 180-250
Current
(A)
V, OH 50-80 70-120 130-170 —

Notice: Normally the rod does not need to re-dry in case it is affected with damp seriously re-bake it at 150  for 30-60
minutes before use.

ATLM PRODUCTS

resistance.

Chemical Composition of Deposited Metal (%)

C Mn* Si S P Cr* Ni* Mo* V*
Standard <0.15 <1.60 <0.75 <0.035 <0.035 <0.20 <0.30 <0.30 <0.08
Typical 0.070 1.12 0.54 0.007 0.018 0.027 0.006 0.003 0.016
The total amount of elements with * one should be<1.75%
Mechanical Properties of Deposited Metal (AW)
Yield Strength Tensile Strength Elongation Impact Value (J)
ReH (MPa) Rm (MPa) A4 (%) 20 30
Standard >375 490-660 >22 >47 >27
Typical 450 550 30 185 170

The standard of mechanical properties conforms to shipping institutions and the certificate of inspection would follow it
unless the purchaser has special requirement.
Diffusible hydrogen in deposited metal: <8ml/100g (mercury process)
X-ray radiographic inspection: Grade I

Sizes & Recommended Current (DC+ or AC open circuit voltage >70V)

Size (mm) 2.5x300 3.2x350 4.0x400 5.0x400

F, H 70-110 100-140 140-180 180-230

Current
A)
V, OH 50-80 80-110 130-170 —
Chemical Composition of Deposited Metal (%)
Institute CCS LR ABS BV GL DNV NK BKI
Grade 3YH10 | 3Ym, H15 3Y 3YHH 3YH10 3YH10 KMW53H10 3YH10

Notice: 1) The rod should be baked at 350
2) The surfaces to be welded must be cleaned away impurities of oil contamination, rust, moisture and so on.
3) Short arc and narrow-gap welding is recommended.

for 1 hour before use.

ATLM PRODUCTS



AWS A5.1 E7018-1/E7018
BS EN ISO 2560-B-E49 18-1 A
CSA W48-06 E4918-1HS8

JIS 23212 D5016

GB/T 5117 E5018-1

Covered Welding Rod for High Tensile
Steels

AWS A5.4 E308L-16

ISO 3581-A-E (199 L)R 32
ISO 3581-B-ES308L-16

BS EN 1600-E 199 LR 32
CSA W48-01 E308L-16

JIS 73221 D308L-16

GB/T 983 E308L-16

CHS002

Extra-low Carbon Stainless Steel Covered
Welding Rod

Type of Covering: Extra low hydrogen, potassium, iron powder
Welding Position: F, H, HF, OH, V
Type of Current: DCEP or AC

Features & Applications

Its nominal deposited efficiency is about 110%. The weld metal shows excellent low temperature toughness and high
crack resistance. It is widely used in important structures fabricated by equivalent tensile strength mild steels or low
ally steels such as ships, boilers, high pressure vessels, bridges, skyscrapers, offshore drilling platforms, nuclear power
plants and so on. It has been appointed to be honor consumables by almost all nuclear power projects in China due to its

faithworthy quality.

Chemical Composition of Deposited Metal (%)

C Mn* Si S P Cr* Ni* Mo* V*
Standard <0.15 <1.60 <0.75 <0.035 <0.035 <0.20 <0.30 <0.30 <0.08
Typical 0.068 1.36 0.51 0.010 0.016 0.027 0.006 0.003 0.016
The total amount of elements with * one should be<1.75%
Mechanical Properties of Deposited Metal (AW)
Yield Strength | Tensile Strength |  Elongation Impact Value (J)
ReH (MPa) Rm (MPa) A4 (%) 20 30 46
Standard >375 490-660 >22 >47 >27 >27
Typical 440 540 30 170 150 130

The standard of mechanical properties conforms to shipping institutions and the certificate of inspection would follow it
unless the purchaser has special requirement.

Diffusible hydrogen in deposited metal: <5ml/100g (mercury process)

X-ray radiographic inspection: Grade [

Type of Covering: Lime-titania
Welding Position: F, H, HF, OH, V
Type of Current: DCEP or AC

Features & Applications

It is used for welding stainless steel structures that fabricated by 022Cr19Nil0 or 06Cr18Nil1Ti (e.g. 304L or 308L)
stainless steels, which work temperature <300 , such as facilities of synthetic fibre, fertilizer, petrochemical equipment
and so on. The weld metal has good resistance to intercrystalline corrosion.

Chemical Composition of Deposited Metal (%)

C Mn Si Cr Ni Mo Cu S P
Standard <0.04 0.50-2.50 <1.00 18.0-21.0 | 9.0-11.0 <0.75 <0.75 <0.03 <0.04
Typical 0.029 0.86 0.63 19.80 9.60 0.078 0.10 0.012 0.024

Mechanical Properties of Deposited Metal (AW)

Tensile Strength Rm (MPa) Elongation A4 (%)

Standard >520 >35

Typical 575 46

Sizes Pieces & Recommended Current (DC+ or AC)

Sizes, Pieces & Recommended Current (DC+ or AC open circuit voltage >70V)

Size (mm) 25x300 | 2.5x350 | 3.2x350 | 32x450 | 40x400 | 4.0x450 | 5.0x400 | 5.0x450
Pieces (5kg) =290 ~248 =145 =114 ~84 =75 =51 =45

F, H 70-100 70-100 100-140 100-140 140-170 140-170 190-240 190-240

Current
(A) V, OH 60-70 60-70 80-110 80-110 130-150 130-150 — —
Approvals
Institute CCS LR ABS BV GL DNV BKI KR CWB
Grade 4YH5 |3Ym, H15| 4YHS | 4YHHH | 4YH10 | 4YH5 | 4YHIO | 3YHI0 E4918-1-H8

Notice: 1) The rod should be baked at 400  for 1-2 hours before use.
2) The surfaces to be welded must be cleaned away impurities of oil contamination, rust, moisture and so on.
3) Short Arc and narrow-gap welding is recommended.

6]

ATLM PRODUCTS

Size (mm) 2.0 x 300 2.5x 300 3.2x350 4.0 x 400 5.0 x 400
Picces (2kg) =172 =110 =57 ~33 =
F, H 30-50 60-85 85-120 115-160 160-200
Current (A)
V, OH 30-45 50-70 75-105 95-130 —
Approvals
Institute CWB
Grade CSA W48 E308L-16

Notice: 1) The rod should be baked at 300

-350 for 1 hour before use.

2) The surfaces to be welded must be cleaned away impurities of oil contamination, moisture and so on.
3) Smaller current and short arc are recommended in welding and weave beads no wider than 2.5 times of the

diameter of the core rod is better.

ATLM PRODUCTS



AWS A5.4 E316L-16
ISO 3581-A-E(19123L)R32

ISO 3581-B-ES316L-16
BS EN 1600-E 19123 LR 32

CSA W48-01 E316L-16
Extra-low Carbon Stainless Steel Covered JIS 723221 D316L-16

AWS A5.4 E309L-16

ISO 3581-A-E (23 12L)R 3 2

ISO 3581-B-ES309L-16

H 062 BS EN 1600-E 23 12LR 3 2
CSA W48 E309L-16

Extra-low Carbon Stainless Steel Covered JIS 723221 D309L-16
Welding Rod GB/T 983 E309L-16

Welding Rod GB/T 983 E316L-16

Type of Covering: Lime-titania
Welding Position: F, H, HF, OH, V
Type of Current: DCEP or AC

Features & Applications

It is suitable for welding facilities of synthetic fibre or urea, as well as for similar stainless steel structures. Also it could
be used for welding structures made by category of chromium stainless steels that could not be PWHT or for welding
dissimilar steels and ply steels. The weld metal has good performance of resistance to corrosion, heat and crack defect.

Chemical Composition of Deposited Metal (%)

C Mn Si Cr Ni Mo Cu S P
Standard <0.04 0.50-2.50 <1.00 17.0-20.0 | 11.0-14.0 | 2.0-3.0 <0.75 <0.03 <0.04
Typical 0.03 0.85 0.62 19.00 11.86 2.50 0.16 0.012 0.028

Mechanical Properties of Deposited Metal (AW)

Tensile Strength Rm (MPa) Elongation A4 (%)
Standard >490 >30
Typical 575 44

Sizes Pieces & Recommended Current (DC+ or AC)

Size (mm) 2.0x 300 2.5x 300 3.2x350 4.0 x 400 5.0 x 400
Pieces (2kg) ~171 ~109 =57 ~33 22
F, H 30-50 60-85 85-120 115-160 160-200
Current (A)
V, OH 30-45 50-70 75-105 95-140 —
Approvals
Institute CWB
Grade CSA W48 E316L-16

Notice: 1) The rod should be baked at 300 -350  for 1 hour before use.
2) The surfaces to be welded must be cleaned away impurities of oil contamination, rust, moisture and so on.
3) Smaller current and short arc are recommended in welding and weave beads no wider than 2.5 times of the
diameter of the core rod is better.
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Type of Covering: Lime-titania
Welding Position: F, H, HF, OH, V
Type of Current: DCEP or AC

Features & Applications

It is suitable for welding structures fabricated by similar extra-low carbon stainless steels or for welding structures
fabricated by ply steels and dissimilar steels. Also it could be used for surfacing lining intermediate layer of pressure
vessels of nuclear reactor. The weld metal has good resistance to weld intercrystalline corrosion although there is no
niobium and titanium.

Chemical Composition of Deposited Metal (%)

C Mn Si Cr Ni Mo Cu S P
Standard <0.04 0.50-2.50 <1.00 22.0-25.0 | 12.0-14.0 <0.75 <0.75 <0.03 <0.04
Typical 0.027 0.85 0.67 24.20 13.09 0.09 0.092 0.009 0.020

Mechanical Properties of Deposited Metal (AW)

Tensile Strength Rm (MPa) Elongation A4 (%)
Standard >520 >30
Typical 565 41

Sizes Pieces & Recommended Current (DC+ or AC)

Size (mm) 2.5x 300 3.2x 350 4.0 x 400 5.0 x 400
F,H 50-70 80-110 130-160 160-220
Current (A)
V, OH 45-60 70-100 110-140 —
Approvals
Institute CWB
Grade CSA W48 E309L-16

Notice: 1) The rod should be baked at 300  -350  for 1 hour before use.
2) The surfaces to be welded must be cleaned away impurities of oil contamination, rust, moisture and so on.
3) Smaller current and short arc are recommended in welding and weave beads no wider than 2.5 times of the
diameter of the core rod is better.
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AWS A5.4 E308-16

ISO 3581-A-E (199)R 32
ISO 3581-B-ES308-16

BS EN 1600-E 199 R 3 2
CSA W48 E308-16

JIS 73221 D308-16

GB/T 983 E308-16

CHS102

Stainless Steel Covered Welding Rod

AWS A5.4 E312-16
1SO 3581-A-E (29 9) R 3 2
ISO 3581-B-ES312-16
BSEN 1600 E299R 32
CSA W48 E312-16

JIS 73221 D312-16
GB/T 983 E312-16

CHS29.9

Duplex Stainless Steel Covered

Type of Covering: Lime-titania
Welding Position: F, H, HF, OH, V
Type of Current: DCEP or AC

Features & Applications

It is used for welding structures made by 06Cr19Nil0 (e.g. 304 or 308) stainless steel that work temperature lower than
300 . The weld metal has good mechanical properties and good resistance to intercrystalline corrosion. The welding
performance is satisfied and its coating flux is not easy to be red when welding.

Chemical Composition of Deposited Metal (%)

C Mn Si Cr Ni Mo Cu S P

Standard <0.08 0.50-2.50 | <1.00 18.0-21.0 | 9.0-11.0 <0.75 <0.75 <0.03 <0.04

Typical 0.048 0.86 0.66 19.88 9.70 0.14 0.23 0.012 0.028

Mechanical Properties of Deposited Metal (AW)

Tensile Strength Rm (MPa) Elongation A4 (%)

Standard >550 >35

Typical 595 44

Sizes Pieces & Recommended Current (DC+ or AC)

Welding Rod

Type of Covering: Lime-titania
Welding Position: F, H, HF, OH, V
Type of Current: DCEP or AC

Description

It deposits a ferritic-austenitic duplex weld metal with around 40% ferrite so it has excellent crack resistance. It is
suitable for welding Cr29Ni9 cast steels, high carbon steels, tool steels, problem steels as well as for dissimilar steel
welding.

Chemical Composition of Deposited Metal (%)

C Mn Si Cr Ni Mo Cu S P

Standard <0.15 0.5-2.5 <1.00 28.0-32.0 | 8.0-10.5 <0.75 <0.75 <0.03 <0.04

Typical 0.085 1.11 0.78 29.39 9.97 0.16 0.20 0.011 0.028

Mechanical Properties of Deposited Metal (AW)

Tensile Strength Rm (MPa) Elongation A4 (%)

Standard >660 >22

Typical 785 26

Sizes Pieces & Recommended Current (DC+ or AC)

Size (mm) 2.0x 300 2.5x 300 3.2x350 4.0 x 400 5.0 x 400
Pieces (2kg) =172 =110 =57 =33 ~22
F, H 30-50 60-85 85-120 115-160 160-200
Current (A)
V, OH 25-40 50-70 75-105 95-130 —
Notice: 1) The rod should be baked at 300 -350  for 1 hour before use.

2) The surfaces to be welded must be cleaned away impurities of oil contamination, moisture and so on.
3) Smaller current and short arc are recommended in welding and weave beads no wider than 2.5 times of the

diameter of the core rod is better.
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Size (mm) 2.0x 300 2.5x 300 3.2x350 4.0 x 400 5.0 x 400
Pieces (2kg) =160 =102 53 ~31 ~21
F, H 30-50 50-85 80-120 130-160 160-200
Current (A)
V, OH 30-50 50-70 75-105 100-140

Notice: 1) The rod should be baked at 300

-350 for 1 hour before use.

2) The surfaces to be welded must be cleaned away impurities of oil contamination, rust, moisture and so on.
3) When welding hardenable steel smaller current should be applied and for the big and thick weldment it
should be preheated to 150  before welding.
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AWS A5.15 ENi-CI
ISO 1071-E C Ni-CI

JIS 23252 DFCNi
GB/T 10044 EZNi-1

Pure Nickel Core Covered Welding Rod
for Cast Iron

AWS A5.36 E71T1 - C1A0 CS1

BS ENISO 17632 T422 P C 1 HI10
JIS 23313 YFW-C50DR

CSA W48-01 E491T-1-H8

GB/T 10045 ES501T-1

CHT711

Flux Cored Wire for High Tensile
Steels

Type of Covering: Graphitemould
Welding Position: F, H, HF, OH, V
Type of Current: DCEP or AC

Features & Applications

It is the best for repair welding cracked or worn castings of grey cast iron, such as covers of cylinders, gear cases of
engine seating and guideways of machine tools and so on. Also it is for joining cast iron parts with dissimilar metals or
surfacing welding. Color of the coating is black red. The welding performance is very good and the machinability of the
deposited metal is good.

Chemical Composition of Deposited Metal (%)

C Mn Si S Ni Al Cu Fe Others
Standard <2.00 <2.50 <4.00 <0.03 >85 <1.00 <2.50 <8.0 <1.00
Typical 0.59 0.07 1.50 0.004 94.00 0.032 0.002 0.021 0.14

Sizes, Pieces & Recommended Current (DC" or AC)

Size (mm) 2.5x 300 3.2x350 4.0 x 350 5.0x 350
Pieces (2kg) =122 ~63 ~42 =27
Current (A) 60-90 90-110 120-150 150-180

Notice: 1) The rod should be baked at 80  -120  for 1 hour before use.
2) The surfaces to be welded must be cleaned away impurities of oil contamination, rust, moisture and so on.
3) When welding, hammering the weld joint to dispel stress around the welding region to avoid crack.
4) To increase ability of crack-resisting and machinable, small current is recommended, meanwhile could
reduce impurities to permeate the weld seam from base metal.
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Type of Flux: Rutil
Welding Position: F, H, HF, OH, V, VD
Type of Current: DCEP

Features & Applications

CHT711 shows excellent welding performance and higher efficiency in welding. Vertical down welding could be
applied. It is widely used in structures fabricated by equivalent mild steels and 490MPa grade high tensile strength
steels, such as ships, pressure vessels, machineries, petrochemical industry equipments, bridges and so on.

Chemical Composition of Deposited Metal (%)

C Mn Si S P
Standard <0.12 <1.75 <0.90 <0.03 <0.03
Typical 0.055 1.35 0.40 0.009 0.018

Mechanical Properties of Deposited Metal (AW)

Yield Strength | Tensile Strength | Elongation Impact Value (J) Shield Gas
0,
ReH (MPa) Rm (MPa) A4 (A)) 20 -30 C()2
Standard >375 490-660 >22 — >27
purity>99.98%
Typical 440 535 32 120 110

The standard of mechanical properties conforms to shipping institutions and the certificate of inspection would follow it
unless the purchaser has special requirement.
X-ray radiographic inspection: Grade

Diffusible hydrogen in deposited metal: <10ml/100g (mercury process)

Recommended Current (DC")

Diameter(mm) 1.0 1.2 1.4 1.6
F 100-280 120-300 150-380 180-430
HF 100-280 120-280 150-320 180-380
Current (A) | V, OH 80-260 120-260 150-270 180-280
H 100-260 120-280 150-320- 180-330
VD 100-260 200-280 220-300 250-300
Approvals
Institute | CCS LR ABS GL BV DNV NK BKI KR CWB
3YS, H10 KSW53G(C) H10
Grade |3YSMH10 3YM, H10 3YSAHI10| 3YH10S | SA3YMHI10 |  YMS(HI10) KAWS3MG(C) HI0 3YHI10S | 3YSMG(CI)HI0 | E491T-9-H8

Notice: 1) The flow rate of shield gas should within 20L-25L/min in welding.
2) The wire extention should be 15mm-25mm.

3) The surfaces to be welded must be cleaned away impurities of oil contamination, rust, moisture and so on.
4) The welding conditions mentioned above for reference only and it is better to do a welding procedure
qualification according to project before put it into formal welding.
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AWS A5.18 ER70S-6

BS EN ISO 14341-A-G 42 3 C G3Sil
BS EN ISO 14341-B-G 49A 3 C G6
CSA W48-01 ER49S-6

JIS 23312 YGW12

GB/T 8110 ER50-6

AWS A5.17 FTA4/EM12K

BS EN 756-S 38 4 FB S2Si
ISO 14171-A-S 38 4 FB S2Si
ISO 14171-B-S 49A4 FB SU21

CHF101/CHW-§12

SAW Flux/Wire Combination for High Tensile Steels

Welding Position: F, H, HF, OH, V
Type of Current: DCEP

Features & Applications

CHW-50C6SM has very good welding performance and the weld metal shows lower temperature impact toughness. It
is mainly for butt and fillet welding structures made by shipping steels and low alloy steels, such as ships, containers,
vehicles, engineering & construction machinery and so on.

Chemical Composition of the Wire (%)

C Mn Si S P Ni Cr Mo Vv Cu
Standard 0.06-0.15|1.40-1.85{0.80-1.15| <0.035 | <0.025 <0.15 <0.15 <0.15 <0.03 <0.50
Typical 0.078 1.53 0.85 0.010 0.011 0.029 0.022 0.008 0.010 0.12

Mechanical properties of Deposited Metal (AW)

Yield Strength | Tensile Strength |  Elongation Impact Value (J) Shield Gas
ReH (MPa) Rm (MPa) A4 (%) 20 =30 -40 C02
Standard >375 490-660 >22 >47 >27 —

Purity >99.98%
Typical 425 540 30 102 89 70

The standard of mechanical properties conforms to shipping institutions and the certificate of inspection would follow it
unless the purchaser has special requirement.

Recommended Current (DC")

Diameter (mm) 0.6 0.8 0.9 1.0 1.2 1.6
Current (A) 40-120 40-140 40-180 50-220 80-350 120-550
Approvals
Institute CCS LR ABS GL BV DNV NK
3YS.H15 KSWS53G(C),
Grade 3YSM 3YMHI5 3SA,3YSA 3YS SA3YM YMS KAWS3MG(C)
Institute BKI KR CWB DB CE TUV
B-G49A3C G3Sil DIN G3Sil .
Grade 3YSM | 3YSMG(C1) G6(ER49S-6) EN440 | DIN EN440 EN440-G42 4 M G3Sil

Notice: 1) To avoid rust the wire must be kept in dry condition and keep the package in good condition also before
welding.
2) To avoid welding defect the shield gas should be pure particularly no moisture in it.
3) The surfaces to be welded must be cleaned away impurities of oil contamination, rust, moisture and so on.
4) The welding conditions mentioned above for reference only and it is better to do a welding procedure
qualification according to project before put it into formal welding.
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Type of Flux: Agglomerated (sintered)
Type of Current: DCEP or AC

Features & Applications

CHF101 is fluoride-basic sintered flux and its basicity is about 1.8. The weld metal of this flux/wire combination shows
fine appearance and it has satisfactory low temperature toughness. It is suitable to weld structures made by equivalent
tensile strength mild steels or low alloy steels, such as ship structures, boilers, pressure vessels, as well as LPG
cylinders.

Chemical Composition (%)

C Mn Si S P Cr Ni Cu
Standard | 0.05-0.15 | 0.80-1.25 | 0.10-0.35 | <0.030 | <0.030 — — <0.35
CHW-S12 (EM12K)
Typical | 0.080 1.06 0.22 0.011 0.016 0.025 0.026 0.10
Deposited Metal | Typical | 0.054 1.30 0.30 0.014 0.021 0.020 0.010 0.042

Mechanical Properties of Deposited Metal (AW)

Yield Strength Tensile Strength Elongation Impact Value (J)
ReH (MPa) Rm (MPa) A4 (%) 20 -40
Standard >375 490-660 >22 >34 >27
Typical 410 510 32 120 105

The standard of mechanical properties conforms to shipping institutions and the certificate of inspection would follow it
unless the purchaser has special requirement.

Quality Guarantee of Flux

Moisture Solid Impurities S P Mesh
<0.10% <0.30% <0.060% <0.080% 10-60
Approvals
Institute LR ABS GL BV DNV NK
Grade 3YM 3YM 3YM A3YM YM KAWS3M

Notice: 1) To avoid rust the wire must be kept in dry condition and keep the package in good condition also before

welding.

2) The flux should be re-baked at 300

-350 for 1.5-2 hours before use.

3) The surfaces to be welded must be cleaned away impurities of oil contamination, rust, moisture and so on.
4) The welding conditions mentioned above for reference only and it is better to do a welding procedure
qualification according to project before put it into formal welding.
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ATLANTIC WELDING CONSUMABLES

Welding Rods for Mild Steel

Standard & Typical Chemical Composition of Deposited Metal (%) Standard & Typical Mechanical Properties of Deposited
Metal (AW)
Item Code Type ©° f Equivalent Norm Wel.d ng W es . . Tensile . Applications Approvals
Covering Position | Current . . Yield Point Elongation | Akv Value
C Mn Si S P Cr Ni Mo A% ReL (MPa) Strength A4 (%) )
¢ @ | Rm (MPa) °
AWS A5.1 E6013 Weldi ild steel with 1 tensile strength CCS,LR,ABS,
High titania EV, <020 | <120 | <100 | <0.035 | <0.040 | <020 | <030 | <030 | <0.08 | ReH>306 | 400-560 >0 |0 47 | nemudsieet Wil norma’ ensie steng
CHEA40 . BS EN ISO 2560-B-E 43 13 A AC or DC particularly suitable for intermittent welding to sheet BV,GL,DNV,
Potassium OH,H 0.070 0.41 0.26 0.021 0.023 0.027 0.018 0.002 0.01 395 480 29 80
JIS 23211 D4313 and small workpoces. BKILNK,CWB
. AWS A5.1 E6012
High titania EV, <0.20 <1.20 <1.00 <0.035 <0.040 <0.20 <0.30 <0.30 <0.08 >330 >430 >17 0 >47 . . . »
CHE412 . BS EN ISO 2560-B-E 43 12 A AC or DC Suitable for welding sheet structures in all position. —
Sodium OH,H 0.08 0.50 0.35 0.020 0.026 0.03 0.017 0.003 0.01 400 490 28 55
JIS 73211 D4312
. L EV, <0.20 <1.20 <1.00 <0.035 <0.040 — — — — ReH>306 400-560 >22 -20  >47 |For welding structures with normal tensile strength CCS,LR,ABS,
CHE42 Lime titania BS EN ISO 2560-B-E 43 03 A AC or DC . . .
OH,H 0.067 0.40 0.18 0.019 0.022 0.015 0.006 0.012 0.012 385 465 31 78 such as ships, machineries and pipes etc. BV,GL,DNV,NK
JIS Z3211 D4303
. AWS AS5.1 E6013 Vertical-down welding can perform for mild steel
Rutile F,VD, <0.20 <1.20 <1.00 <0.035 <0.040 <0.20 <0.30 <0.30 <0.08 >330 >430 >17 0 . .
CHE421D BS EN ISO 2560-B-E 43 19 A AC or DC sheet structures, light structural frames, vehicles and —
Cellulose OH,H 0.068 0.39 0.28 0.017 0.023 0.027 0.02 0.003 0.02 420 500 27 70
JIS Z3211 D4313 SO on.
Suitable for welding normal structures and ship
CHE421Fel8 Iron powder BS EN ISO 2560-B-E 43 14 A F, AC or DC <0.12 <1.25 <0.90 <0.035 <0.040 ReH>306 400-560 >22 0 >47 [structures made of mild steel, particularly suitable for CCS,LR,ABS,
e or — — — —
Titanium (Similar to E6024) HF 0.063 0.56 0.45 0.015 0.024 405 485 31 87 flat and horizontal fillet and the welding efficiency is| BV,GL,DNV,NK
about 180%.
Iron oxide AWS A5.1 E6019 . . .
L. EV, <0.20 <1.20 <1.00 <0.035 <0.040 <0.20 <0.30 <0.30 <0.08 ReH>306 400-560 >22 0 >47 |Suitable for welding ship hulls, pressure vessels, CCS,LR,ABS,
CHEA43 Titania BS EN ISO 2560-B-E 43 19 A AC or DC i oo
. OH,H 0.094 0.51 0.27 0.018 0.028 0.054 0.052 0.004 0.012 385 480 29 59 bridges as wll as structural fabrications. BV,GL,DNV,NK
Potassium JIS Z3211 D4301
F 1di 1 mild steel structures, such
o , AWS A5.1 E6020 F, <0.20 <120 <1.00 | <0035 | <0040 | <020 | <030 | <030 | <0.08 >330 >430 >22 0 OEnNEES St S siee stuses supas
CHEA424 High iron oxide AC or DC heavy machinery and construction machinery and so —
BS EN ISO 2560-B-E 43 20 A HF 0.075 0.63 0.10 0.018 0.027 0.029 0.017 0.002 0.02 370 470 26 70
on.
CHE424Fel6 High iron oxide AWS A5.1 E6027 F, AC or DC <0.20 <1.20 <1.00 <0.035 <0.040 <0.20 <0.30 <0.30 <0.08 >330 >430 >22 -30 >27 |Flat and horizontal fillet welding ship hulls, bridges,
or —
Iron powder BS EN ISO 2560-B-E 43 27 A HF 0.070 0.67 0.27 0.015 0.022 0.025 0.02 0.003 0.02 345 440 32 75 and general structures of building.
CHE425 High cellulose AWS A5.1 E6011 EV, AC or DC+ <0.20 <1.20 <1.00 <0.035 <0.040 <0.20 <0.30 <0.30 <0.08 >330 >430 >22 -30 >27 |Suitable for vertical-down welding and lap welding
or —
Potassium BS ENISO 2560-B-E43 11 A | OH,H 0.098 0.67 0.20 0.024 0.024 0.041 0.008 0.001 0.012 425 530 30 78 for sheet structures.
. It is for all position welding general structures,
TS High cellulose AWS A5.1 E6010 F,VD, DC+ <0.20 <1.20 <1.00 <0.035 <0.040 <0.20 <0.30 <0.30 <0.08 >330 >430 >22 -30 227 |. udi rtical d i ol
including vertical down welding, especial —
Sodium | BSENISO 2560-B-E43 10A | OHH 0.091 0.55 0.17 0010 | 0011 | 0022 | 0011 | 0001 0.01 400 500 29 80 cuene & especialy
pipelines, vessels.
CHE426 Low hydrogen | BS EN ISO 2560-B-E 43 16 A EV, AC or DC+ = <1.25 <0.90 <0.035 <0.040 <0.20 <0.30 <0.30 <0.08 >330 >420 >22 -30 >27 |For welding important mild steel and low alloy steel
or —
Potassium (Similar to E6016) OH,H 0.067 1.04 0.60 0.007 0.019 0.036 0.013 0.002 0.010 440 550 31 155 structures.
CHE427 Low hydrogen | BS ENISO 2560-B-E 43 15 A EV, DC+ = <1.25 <0.90 <0.035 <0.040 <0.20 <0.30 <0.30 <0.08 >330 >420 >22 -30 >27 |For welding important mild steel and low alloy steel
Sodium (Similar to E6015) OH,H 0.076 0.87 0.41 0.010 0.020 0.035 0.013 0.002 0.010 420 520 32 160 structures.
CHE47 Low hydrogen | BS ENISO 2560-B-E 43 15 A EV, DC+ — <1.25 <0.90 <0.035 <0.040 — — — — ReH>306 400-560 A5(%)>22 |-20 >27 |For welding important mild steel and low alloy steel CCS,LR,ABS,
Sodium (Similar to E6015) OH,H 0.071 0.85 0.38 0.010 0.019 0.035 0.013 0.002 0.010 410 505 33 182 structures, e.g. ships. BV,GL,DNV,NK
Low hydrogen . .
CHE4S Potassi AWS A5.1 E6018 EV, AC>70V <0.03 <0.60 <0.40 <0.015 <0.025 <0.20 <0.30 <0.30 <0.08 >330 >430 AS5(%)=17 |-30 >27 |For welding important mild steel and low alloy steel
otassium —
Tron powder BS ENISO 2560-B-E43 18 A | OH,H or DC+ 0.028 0.56 0.33 0.010 0.016 0.047 0.022 0.010 0.014 400 500 25 95 structures.
W




ATLANTIC WELDING CONSUMABLES

Welding Rods for High Tensile Strength Steel

. . - . Standard & Typical Mechanical Properties of
0,
. ] weld . ) Standard & Typical Chemical Composition of Deposited Metal (%) Deposited Metal  (AW)
Item Code ypeo Equivalent Norm ciamg| 1ype o . . Tensile . Applications Approvals
Covering Position | Current . . Yield Point Elongation
C Mn Si S P Cr Ni Mo VvV ReL (MPa) Strength A4 (%) Akv Value (J)
Rm (MPa) .
. . ) CCS,LR,ABS,
CHES0 Low hy'drogen AWS A5.1 E7015 EV, DC+ — | £1.60 | <0.75 |<0.035|<0.040| — — — — ReH>375 490-660 >22 -20 >47 Suitable for. welding important structures made of }ow alloy steel w1th' BV.GL.DNV
Sodium BS ENISO 2560-B-E49 15-1A | OH,H 0.078 | 1.21 | 0.51 | 0.010 | 0.020 | 0.037 | 0.014 | 0.002 | 0.010 440 540 31 160 corresponding grade of tensile strength, such as ships and heavy machinery. N,K C’WB ?
CHESO0IF Iron powder AWS A5.1 E7014 EV, AC or DC <0.15 | <1.25 | <0.90 [<0.035|<0.035| <0.20 | <0.30 | <0.30 | <0.08 >400 >490 >17 20 0 It is suitable for welding mild steel and low alloy steel structures, such as vehicles o
¢ Titania BS EN ISO 2560-B-E49 14 -1 A | OH,H 0 0.065 | 0.60 | 0.40 | 0.020 | 0.025 | 0.001 | 0.11 | 0.013 | 0.06 480 560 25 70 50 and machinery.
CHES501Fel8 Iron powder AWS A5.1 E7024 F, AC or DC <0.15 | <1.25 | <0.90 |<0.035|<0.035| <0.20 | <0.30 | <0.30 | <0.08 ReH>375 490-660 >22 0 >47 Suitable for flat and horizontal fillet welding ship structures, H beams of bridges, as CCS,LR,ABS,
Titania BS EN ISO 2560-B-E 4924 -1 A | H,HF 0.068 | 0.74 | 0.44 | 0.015 | 0.024 | 0.027 | 0.006 | 0.003 | 0.016 450 510 27 72 well as general steel structures. BV,GL,DNV, NK
Lime JIS D5003 EV, — — — | <0.035[<0.040 >400 >490 >20 0 >27 . . CCS,LR,ABS,
CHES02 Titania-oxide | BS EN1SO 2560-B-E4903 -1A | omH | A€ D] 0,075 | 054 | 015 |0017 0027 | — | — | — | — 440 530 27 75 For welding structures fabricated by low alloy steels. BV,GL,DNV, NK
CHE506 Low hydrogen AWS A5.1 E7016 EV, AC or DC+ <0.15 | <1.60 | <0.75 [<0.035|<0.035| <0.20 | <0.30 | <0.30 | <0.08 >400 >490 >22 -30 >27  |For welding important structures made by low alloy steels with o
Potassium BS EN ISO 2560-B-E49 16 -1 A | OH,H 0.069 | 1.11 0.53 | 0.007 | 0.020 | 0.037 | 0.013 | 0.002 | 0.010 440 550 31 170 corresponding grade of tensile strength.
CHE507 Low hydrogen ASME SFA-5.1 E7015 EV, DC+ <0.15 | <1.25 | <0.90 [<0.035|<0.035| <0.20 | <0.30 | <0.30 | <0.08 >400 >490 >22 -30 >27 For welding important structures made by low alloy steel with o
Sodium BS EN ISO 2560-B-E49 15-1A | OH,H 0.082 | 1.18 | 0.53 | 0.010 | 0.021 | 0.037 | 0.014 | 0.002 | 0.010 440 550 30 140 corresponding grade of tensile strength.
e L";(V) ;Z;ﬁflen AWS A5.1 E7018 EV, | AC>70V | <0.15 | <1.60 | <0.75 [<0.035|<0.035| <0.20 | <0.30 | <0.30 | <0.08 >400 >490 >22 30 >27 |Suitable for welding important low alloy structures, which belong to the same grade -
g p—r— BS ENISO 2560-B-E4918-1A | OH,H | orDC+ | 0.068 | 1.38 [ 0.41 | 0.012 | 0.015 | 0.011 | 0.035 | 0.001 | 0.002 465 560 29 130 of tensile strength such as boilers, pressure vessels, pipelines and so on.
CHES6 Low hydrogen AWS A5.1 E7016 EV, AC>70V | <0.15 | <1.60 | <0.75 [<0.035[<0.040| <0.20 | <0.30 | <0.30 | <0.08 | ReH>375 490-660 >22 -20 -29 It is suitable for welding important structures made by low alloy steels with CBCVSE?]F ],?1\113\5 ?
Potassium BS ENISO 2560-B-E49 16-1A | OH,H | orDC+ | 0.070 | 1.12 | 0.54 | 0.007 | 0.018 | 0.027 | 0.006 | 0.003 | 0.016 450 550 30 185 140 corresponding grade of tensile strength, e.g. ships. ]éKI ’NK ?
Low hydrogen Suitable for welding important structures fabricated by low alloy steels, such as CCS,LR,ABS,
. AWS A5.1 E7018-1/E7018 EV, | AC=70V | 0.15 | <1.60 | <0.75 | <0.035[<0.040| <0.20 | <0.30 | <0.30 | <0.08 | ReH>375 490-660 >22 20 29 46 L . e .
(S5 Potassium | po'EN190 2560-B-E49 18-1 A | OFLH | orDC+ | 0.068 | 1.36 | 0.51 | 0.010 | 0.016 | 0.028 | 0.010 | 0.005 | 0.014 | 440 540 B | 0 e o | SE NGRS v, 6 aenen elikeme eall iy RS e (o am. viien  EVGILIDING,
Iron powder welding efficiency is about 110%. BKI,CWB
Welding Rods for Low Alloy Steel
Standard & Typical Chemical Composition of Deposited Metal (%) Standard & Typical Mechanical Properties of Deposited Metal (AW)
Item Code Equivalent Norm Wel.d ne e ) . Tensile . Applications Approvals
Position |  Current . . Postweld | Yield Point Elongation
C Mn Si S P Cr Ni Mo A% Cu Condition | ReL (MPa) Strength A4 (%) Akv Value (J)
onaiio VT Rm (MPa) °
CHES505 AWS A5.5E7011-G VD,F, AC or DC — >1.00 >0.80 | <0.03 | <0.03 | >0.30 >0.50 >0.20 >0.10 | >0.20 AW >390 >490 >22 — Suitable for vertical down welding structures made of carbon steels o
BS ENISO 2560-B-E49 11-1A | OH,H 0.098 0.67 0.20 | 0.024 | 0.024 | 0.018 | 0.005 0.50 0.011 0.20 425 530 30 -30 78  |and low alloy steels, e.g. pipes.
CHE505G AWS A5.5 E7010-G VD,F, DC+ — >1.00 >0.80 | <0.03 | <0.03 | >0.30 >0.50 >0.20 >0.10 >0.20 PWHT >390 >490 >22 — It is suitable for root passes, hot passes, filler and cover passes as well -
BS ENISO 2560-B-E 49 10-1 A | OH,H 0.098 0.40 0.11 | 0.016 | 0.017 | 0.018 [ 0.004 0.49 0.010 0.21 620 Xlh 420 535 28 -30 81 as for capping welding.
CHES05GX AWS A5.5 E7010-P1 VDFE | po. | <020 | <120 | <0.60 [ <0.03 | <0.03 [<0.030| <100 | <050 | <00 | _ AW >415 >490 >22 30 >27 g;sssig“tﬁgtlg‘;gse‘gﬁg ggflvgovvvgcl‘)igsgs and backing };‘;13;‘)% lﬁ’gr oot B
BS ENISO 2560-B-E 49 10-GA | OH,H 0.11 0.57 0.31 | 0.009 | 0.013 | 0.017 0.10 0.432 0.010 470 540 22 50 high press pipelines and similar structures.
CHE505Mo AWS A5.5 E7010-Al VD,F, DC+ <0.12 | <0.60 | <0.40 | <0.03 | <0.03 o o 0.40-0.65 o o PWHT >390 >490 >22 = It is suitable for root passes, hot passes, filler and cover passes welding -
BS EN ISO 2560-B-E 49 10-IM3P | OH,H 0.074 0.33 0.11 | 0.010 | 0.009 0.48 620 Xlh 470 580 24 -20 70 as well as for capping welding.
CHES06NILH AWS A5.5 E7016-G EV, AC>70V — >1.00 >0.80 | <0.03 | <0.03 | >0.30 | >0.50 >0.20 >0.10 | >0.20 PWHT >390 >490 >22 =30 =27 Welding important mild steel and low alloy steel structures, such as o
BS ENISO 2560-B-E 49 16-GPHS5 | OH,H or DC+ | 0.070 1.12 0.54 | 0.007 | 0.018 | 0.014 0.50 0.004 0.012 0.22 620 Xlh 450 550 30 158 offshore drilling platforms, bridges, high pressure vessels, ships, etc.
CHE507NIiLH AWS A5.5 E7015-G EV, DC+ - >1.00 | >0.80 | <0.03 | <0.03 | >0.30 | =0.50 >0.20 >0.10 | >0.20 PWHT >390 >490 >22 — Welding important mild steel and low alloy steel structures, such as -
BS ENISO 2560-B-E49 15-GPH5 | OH,H 0.077 1.40 0.50 | 0.011 | 0.018 | 0.028 0.51 0.001 0.010 | 0.010 | 620 XIh 450 550 30 -20 110 |bridges,offshore drilling platforms and high pressure vessels etc.
For welding important projects of boilers, high pressure vessels,
AWS A5.5 E7015-G EV, — >1.00 | >0.80 | <0.03 | <0.03 | >0.30 | >0.50 >0.20 >0.10 | >0.20 PWHT >390 >490 >22 — - o
Izt BSENISO 2560-B-E49 15NiPHs | ofH | PC" | 0080 | 136 | 047 | 0010 [ 0010 [ 0.025 | 050 | 0001 | 0012 | 011 | 620 Xih | 430 530 32 -40 130 |bridges, skyscrapers.offshore drilling platforms as well as nuclear -
; AWS A5.5 E7018-G EV, AC>70V — >1.00 | >0.80 | <0.03 | <0.03 | >0.30 | >0.50 >0.20 >0.10 | >0.20 PWHT >390 >490 >22 — . . . .
(SIz L 1SO 2560-B-E 49 18-G P OMH | orDC+ |0067 | 130 | 050 | 0.008 | 0.012 | 0.012 | 120 | 0003 | 0010 | 0015 | 620 Xih | 470 580 28 40 100 |Weldinglow alloy steel structures with corresponding tensile strength. | - —
CHE555G AWS A5.5 E8010-G VD,F, DC+ - >1.00 | >0.80 | <0.03 | <0.03 | <0.30 | =>0.50 >0.20 >0.10 | >0.20 AW >460 >550 >19 — Suitable for fabricating huge diameter pipelines made by X70 or X75 o
BS ENISO 2560-B-E 55 10-GA | OH,H 0.13 0.66 0.27 | 0.010 | 0.014 | 0.041 0.50 0.31 0.012 0.12 470 580 25 -30 60 grade steels.
CHE555GX AWS A5.5 E8010-P1 VD,F, DC+ <0.20 | <1.20 | <0.60 [<0.030|<0.030| <0.30 | <1.00 <0.50 <0.10 - AW >460 >550 >19 -30 =27 Suitable for fabricating huge diameter pipelines made by X70 or X80 L
BS ENISO 2560-B-E 55 10-P1A | OH,H 0.099 0.60 0.18 | 0.012 | 0.011 | 0.013 | 0.642 0.43 0.010 510 600 22 60 grade steels.
AWS A5.5 E8015-G EYV, — >1.00 | >0.80 | <0.03 | <0.03 | >0.30 | >0.50 >0.20 >0.10 | >0.20 PWHT >460 >550 >19 — . .
GIE1E0Y BSENISO 2560-B-E5515-GP | OfH | PC" 0075 | 125 | 050 | 0.012 | 0.018 | 0.005 | 0.003 | 0.003 | 0.010 | 0.016 | 620 Xih | 480 590 24 40 gy |POtEFEE e i TesaT e eSS T, | =




ATLANTIC WELDING CONSUMABLES

Standard & Typical Chemical Composition of Deposited Metal (%) Standard & Typical Mechanical Properties of Deposited Metal (AW)
Item Code Equivalent Norm Wel.d ng ek ) . Tensile . Applications Approvals
Position | Current . . Postweld | Yield Point Elongation
C Mn Si S P Cr Ni Mo \Y Cu Conetifion | QL (iTER) Strength A4 (%) Akv Value (J)
onditio ¢ Rm (MPa) i
CHE557MoV AWS A5.5 E8015-G EV, DC+ — >1.00 | >0.80 | <0.03 | <0.03 | >0.30 | >0.50 >0.20 >0.10 | >0.20 PWHT >460 >550 >19 — Mainly used for fabricating hull of huge hydraulic turbine at site as o
BS EN ISO 2560-B-E 55 15-GP | OH,H 0.075 1.60 0.22 | 0.012 | 0.014 | 0.033 0.005 0.30 0.037 0.030 | 620 Xlh 540 630 24 -40 64 well as welding high cracking resistance structures.
CHES57Ni AWS A5.5 E8015-G EV, DC+ — >1.00 | >0.80 | <0.03 | <0.03 | >0.30 | >0.50 >0.20 >0.10 | >0.20 PWHT >460 >550 >19 — Used for welding structures made by median carbon steel as well as -
BS EN ISO 2560-B-E 55 15-GP | OH,H 0.069 1.25 0.25 | 0.013 | 0.018 | 0.007 0.90 0.002 0.011 0.010 | 620 Xlh 510 610 26 -50 82 low alloy steels, such as pressure vessels, bridges etc.
For welding structures of pressure vessels, bridges, water-guiding
AWS A5.5 E8015-G EYV, = >1.00 >0.80 | <0.03 | <0.03 | >0.30 >0.50 <0.20 >0.10 | >0.20 PWHT >460 >550 >19 = . - : CCS,ABS,
(GISDEEIAEC BS ENISO 2560-B-E5515-GP | omH | PCT | 0075 | 125 | 022 | 0008 |0.016 | 0.023 | 076 | 020 | 0.018 | 0020 | 620 Xih | 500 590 26 40 120 g;gj?:c‘t’fhydr‘"elecm o e e R s o
CHE558 AWS A5.5 E8018-G EV, AC>70V = >1.00 | >0.80 | <0.03 | <0.03 | >0.30 | >0.50 >0.20 >0.10 | >0.20 PWHT >460 >550 >19 = Suitable for welding structures fabricated by medium carbon steels as o
BS EN ISO 2560-B-E 55 18-G P | OH,H or DC+ 0.080 1.12 0.30 | 0.012 | 0.030 | 0.010 0.09 0.003 0.015 0.010 | 620 Xlh 455 575 27 -40 98 well as low alloy steel, such as 15MnT,15MnV, etc.
CHE558Ni AWS A5.5 E8018-C3 VD,F, AC>70V | <0.12 | 0.40-1.25| <0.80 | <0.03 | <0.03 | <0.15 | 0.80-1.10 | <0.35 <0.05 - AW 470-550 >550 >24 -40  >27 Suitable for welding structures made by same grade low alloy steels, -
BS ENISO 2560-B-E 55 18-N2A | OH,H or DC+ | 0.069 1.05 0.63 | 0.010 | 0.015 | 0.029 0.96 0.22 0.010 520 630 26 95 such as 15MnTi,15MnV, etc.
Welding medium carbon steel and low alloy high tensile steel struc-
AWS A5.5 E9016-G EV, AC>70V — >1.00 >0.80 | <0.03 | <0.03 | >0.30 >0.50 >0.20 >0.10 | >0.20 PWHT >530 >620 >17 — ; . . :
SIS 1S0 18275-B-E 59 16:3M2P | OFLH | orDC+ | 0072 | 158 | 047 | 0.009 | 0.018 | 0.013 | 008 | 034 | 0016 | 0.012 | 620 Xlh | 590 680 24 30 ) [N NETTEEERI e D I i, A(C S S0 RN S -
where no DC welding set is available.
CHE607 AWS A5.5 E9015-G EV, DC+ — >1.00 | >0.80 | <0.03 | <0.03 | >0.30 | >0.50 >0.20 >0.10 | >0.20 PWHT >530 >620 >17 — Welding medium carbon steel and low alloy steel structures with -
1SO 18275-B-E 62 15-3M2 P OH,H 0.084 1.55 0.50 | 0.011 | 0.021 | 0.031 0.008 0.34 0.010 0.010 | 620 Xlh 580 680 25 -30 90 corresponding grade strength.
CHE607Ni AWS A5.5 E9015-G EYV, DC+ — >1.00 >0.80 | <0.03 | <0.03 | >0.30 >0.50 >0.20 >0.10 | >0.20 PWHT >530 >620 >17 — For welding important structures such as hull of nuclear reactor, steam o
ISO 18275-B-E 62 15-G P OH,H 0.080 1.50 0.50 | 0.011 | 0.019 | 0.026 0.90 0.35 0.010 0.010 | 620 Xlh 580 680 24 -30 90 generator of boilers, chemical containers, etc.
CHEGOTRH ASME SFA-5.5 E9015-G EV, DC+ — | =100 |>0.80 | <0.03 | <0.03 | >0.30 | >0.50 | 020 | >0.10 | 2020 | PWHT >530 >620 >17 — Ifgevsvglgll‘;ﬁri“::fetg;?p"ofvlv’;fSsia“triixzsssfizl}’:sdggseﬂlV:;fggg:sdg}% wean| CCS.
ISO 18275-B-E 62 15-G P H5 OH,H 0.072 1.51 0.35 | 0.008 | 0.014 | 0.008 1.00 0.24 0.009 | 0.010 | 620 XIh 550 650 25 -50 80 g R [y R e T R )T BV,NK
CHE608 AWS A5.5 E9018-G EV, AC>70V — >1.00 | >0.80 | <0.03 | <0.03 | >0.30 | >0.50 >0.20 >0.10 | >0.20 PWHT >530 >620 >17 — Suitable for welding structures fabricated by medium carbon steels as -
ISO 18275-B-E 62 18-G P OH,H or DC+ 0.070 1.45 0.44 | 0.013 | 0.015 | 0.010 0.025 0.33 0.010 0.013 | 620 Xlh 550 640 24 -30 90 well as low alloy steels, such as 15MnVN, etc.
CHE62CFLH AWS A5.5 E9015-G EV, DC+ — >1.00 | >0.80 | <0.03 | <0.03 | >0.30 | =>0.50 >0.20 >0.10 | >0.20 PWHT >530 >620 >17 = Mainly for Fabricating of important structures made by medium thick o
BS ENISO 2560-B-E 62 15-GPHS5 | OH,H 0.056 1.46 0.30 | 0.010 | 0.020 | 0.030 0.98 0.35 0.010 0.010 | 620 Xlh 560 655 25 -20 119 62CF steel plate.
CHEGSS AWS A5.5 E9018M EV, bes | <010 [0.60-1.25 | <0.80 [<0.030 | <0.030| <0.15 | 140-180| <035 | <005 | AW 540-620 >620 >24 50 >p7  |Suitable forwelding important structures such as full of nuclear B
ISO 18275-B-E 62 18-N3M1 A OH,H 0.080 1.01 0.50 | 0.011 | 0.017 | 0.025 1.62 0.16 0.025 590 680 27 75 R & . b Helth Gy Y
for military engineering structures.
RSB EV, <0.15 [ 1.65-2.00 | <0.60 | <0.03 | <0.03 <090 |0.25-0.45 PWHT >600 >690 >16 50 >27 | Welding medium carbon steel and low alloy steel ith
CHE707 1SO 18275-B-E 69 15-4M2 P A'A DC+ <0. .65-2. <0. <0. <0. - <0. .25-0. o - N > > > - > elding rge ium <(:1ar on steel and low alloy steel structures wit -
BS EN 757-E55 3 MnMo B T OH,H 0.102 1.91 0.42 | 0.008 | 0.019 0.009 0.37 620 X1 670 760 23 69 corresponding grade strength.
AWS A5.5 E10015-G For welding structures made by corresponding tensile strength low
g FV, — >1.00 | >20.80 | <0.03 | <0.03 | >0.30 | >0.50 >0.20 >0.10 | >0.20 PWHT >600 >690 >15 —
CHE707Ni 1SO 18275-B-E 69 15-G P ONLH DC+ 0.067 1.45 034 | 0010 | 0020 | 050 1.70 030 0010 0010 | 620 Xih 630 770 20 40 90 alloy steels, such as 14MnMoVB  WEL-TEN70 or HW56 (Japanese BV
BS EN 757-ES54ZBT norm).
CHE707RH AWS A5.5 E10015-G EV, DC+ - >1.00 | >0.80 | <0.03 | <0.03 | >0.30 | =>0.50 >0.20 >0.10 | >0.20 PWHT >600 2690 >15 — Suitable for welding important structures fabricated by low alloy steel, -
ISO 18275-B-E 69 15-N3M2 PHS | OH,H 0.072 1.50 0.40 | 0.010 | 0.012 | 0.005 1.50 0.40 0.012 | 0.010 | 620 Xlh 650 740 22 -50 70 e.g. high pressure vessels, bridges as well as ocean projects etc.
CHE708 AWS AS5.5 E10018M EYV, AC>70V | <0.10 | 0.75-1.70 | <0.60 [<0.030|<0.030| <0.35 |1.40-2.10|0.25-0.50 | <0.05 - AW >690 610-690 >20 =50 >27 Welding low alloy steel structures with corresponding tensile strength, -
ISO 18275-B-E 69 18-4M2 P OH,H or DC+ | 0.065 1.04 0.34 | 0.010 | 0.020 | 0.052 1.71 0.33 0.025 710 670 24 80 e.g. military engineering projects.
CHE757 soNSas S EII0IG EV, - — | =100 |>0.80 | <0.03 | <0.03 | 2030 | >0.50 | 020 | >0.10 | 2020 | PWHT >670 >760 >15 — For welding important structures fabricated by 740MPa tensile B
OH,H 0.070 1.85 0.40 | 0.012 | 0.016 | 0.006 0.010 0.50 0.07 0.015 | 620 Xlh 680 780 18 25 100 strength or more low alloy steels.
BS EN 757-E62AZBT
ARSI EV, >120 | >0.80 | <0.03 | <0.03 | 2030 | >050 | >020 | >0.10 | 2020 | PWHT >670 >760 >15 For welding i fabricated b f tensil
SRl 180 18275-B-E 76 13-G P i DCt 10060 | 1.60 | 020 | 0014 | 0.014 | 0.025 | 235 | 052 | 0010 | 0010 | 620 Xih | 720 810 21 0 60 | B TEND sy & e oftnsile -
BS EN 757-E62 4 MnNiMo B T OH,H 0.060 d ; . d d . L d X - strength low alloy steels, e.g. - steel.
CHETSS B by EV, | AC>70Vv | — | >1.00 |>0.80 | <0.03 | <0.03 | 2030 | =050 | 2020 | >0.10 | 020 | PWHT >670 >760 >15 - For welding important structures made by 740MPa tensile strengthor |
BS EN 757-E625ZB T OH,H or DC+ 0.070 1.45 0.32 | 0.011 | 0.020 | 0.54 1.76 0.33 0.010 0.010 | 620 Xlh 690 790 20 -50 50 more low alloy steels as 15MnMoVN, WEL-TENBSO0, etc.
For welding important structures fabricated by 740MPa tensile
g AWS A5.5 E11018M EV, AC>70V | <0.10 | 1.30-1.80 | <0.60 [<0.030 [<0.030| <0.40 |1.25-2.50|0.25-0.50 | <0.05 680-760 >760 >20 -50 =27 2 2 2 ;
(GISIHELAN 1SO 18275-B-E7618-GP | OHH | orDC+ | 0070 | 164 | 032 | 0010|0019 | 034 | 176 | 032 | 0010 | — = 700 775 23 50 ;fg;%?; LTy, G e iy iy -
AWS AS. EII015-G FY, >100 | >0.80 | <0.03 | <0.03 | 2030 | =050 | >020 | >0.10 | 2020 | PWHT >670 >760 >15 For welding i made by 780MPa tensil
CHESOC ISO 18275-B-E 76 15-G P ,V, DC+ = >1. >0. <0. <0. >0. >0. >0. >0. >0. > > > — or welding important structures e by 7 a tensile strength or o
BS EN 757.E69 A Z BT OH,H 0.070 1.70 0.40 | 0.010 | 0.020 | 0.020 2.22 0.08 0.030 0.030 | 620 Xlh 720 850 18 -40 70 more low alloy steels as WEL-TEN80C, ASTM A514 and A517, etc.
LS A SN EV, >1.00 | >0.80 | <0.03 | <0.03 [ >030 | >0.50 | 020 | >0.10 | 020 | PWHT >670 >760 >15 Suitable for weldin; made b de of tensil
CHES807 1SO 18275-B-E 76 15-G P 9\ DC+ - = =Y. =Y. =Y. =Y. =Y. =Y. =Y. = = = = - uitable for we gStl’llCtlll”eS C Dy same grade O tenst eStTength .
OH,H 0.060 1.50 0.33 | 0.013 | 0.014 | 0.005 1.60 0.50 0.020 0.013 | 620 Xlh 760 860 19 25 60 low alloy steels, such as 14MnMoNbB, etc.
BS EN 757-E69AZBT
AWS AS5.5 E11015-G - o For welding important structures of pressure vessels, bridges,
CHE807RH ISO 18275-B-E 76 15-N4M2 A HS (ff—lvi-l DC+ 0.050 1'310 '510'80 2003820 g%(l)?) g%(l)g 2()03380 2106500 200;1280 g%ég g%%g AW 2766700 2876600 21195 40 70 water-guiding pipes of hydro-electic power station as well as steel —
BS EN 757-E69 4 Mn2NiCrMo H5 > ) ) ) ’ ) ) ) ’ ) ) structures of ocean project, especially in good match with steel CF80.
CHESS7 so g n Hana EV, DCH — | >1.00 |>0.80|<0.03 | <003 |>030| 050 | =020 | >0.10 | 020 | PWHT >740 >830 >14 - For welding important structures made by 830MPa grade of tensile B
BS EN 757.E69 A Z B T OH,H 0.065 1.80 0.35 | 0.009 | 0.016 | 0.004 0.011 0.70 0.009 0.007 | 620 Xlh 800 900 19 25 80 strength or more low alloy steels.




ATLANTIC WELDING CONSUMABLES

Standard & Typical Chemical Composition of Deposited Metal (%) Standard & Typical Mechanical Properties of Deposited Metal (AW)
Item Code Equivalent Norm Wel.d ng ek ) . Tensile . Applications Approvals
Position |  Current . . Postweld | Yield Point Elongation
C Mn Si S P Cr Ni Mo \Y Cu Conetifion | QL (iTER) Strength A4 (%) Akv Value (J)
onditio © Rm (MPa) o
AWS A3.5 E12013-G FY, >1.00 | =080 | <003 | <003 [ =030 | >0.50 | =020 | =010 | 2020 | PWHT >740 >830 >14 For welding high Is and other i fabri
CHES57Cr SO 18275-B-E 83 15-G P LV, DC+ — >1. >0. <0. <0. >0. >0. >0. >0. >0. > > > — or welding high pressure vessels and other important structures fabri- o
BS EN 757-E69 A Z BT OH,H 0.068 1.85 0.37 | 0.009 | 0.015 | 1.00 0.011 0.680 0.063 | 0.063 | 620 Xlh 810 920 19 25 80 cated by 830MPa grade of tensile strength or more low alloy steels.
AWS A5.5 E12015-G For welding important structures made by 830MPa grade of tensile
CHES57CrNi 1SO 18275-B-E 83 15-G A i | D | gosg | SL00 | 2080 1 <003 1 <003 12030 ) 2050 ) 2020 ) 2010 1 =0.20 AW oy a0 =4 5o 6o |strengthormore low alloy stecls, such as WEL-TEN80 and or WEL- —
BS EN 757-E69 5 Mn2NiCrMo B i i . i ) ) ) i ) i ) TENSOC.
AWS A5.5 E12018-G For welding important structures made by 830MPa grade of tensile
EV, AC>70V — >1.00 | >0.80 | <0.03 | <0.03 | >0.30 | >0.50 >0.20 >0.10 | >0.20 PWHT >740 >830 >14 —
CHESS58 ISO 18275-B-E 83 18-G P A = = = = = = > = = = = = = strength or more low alloy steels, such as WEL-TENS80 and or WEL- —
BS EN 757-E69 5 MmNiC:Mo BT | OH-H or DC+ | 0.060 2.10 0.35 | 0.010 | 0.018 | 0.75 2.20 0.52 0.010 | 0.010 | 620 XIlh 800 960 19 -50 45 TENSOC.
CHE907Cr AWS A5.5 E12015-G EV, DC+ — >1.00 | =0.80 | <0.03 | <0.03 | >0.30 | >0.50 >0.20 >0.10 | >0.20 PWHT >740 >830 >14 o It is suitable for vessels and structures fabricated by 880MPa grade of -
BS EN757-E79ZZBT OH,H 0.083 2.04 0.35 | 0.004 | 0.012 | 1.09 0.010 0.71 0.008 | 0.012 | 620 Xlh 840 1,005 18 tensile strength low alloy steels or more.
Welding Rods for Corrosion Resisting Low Alloy Steel
Standard & Typical Chemical Composition of Deposited Metal (%) Standard & Typical Mechanical Properties of Deposited Metal (AW)
Item Code Type ° i Equivalent Norm Wel.d ng IoEE ) ) Tensile ) Applications
Covering Position | Current . . Postweld | Yield Point Elongation | Akv Value
Mn Si S P Cr Ni Mo \Y Cu Condition | Rel (MPa) Strength A4 (%) o)
onditio ¢ Rm (MPa) g
W 220 >27 . . . .
5 B EV, <0.12 ]0.30-0.90| <0.40 | <0.030 | <0.035 — — 0.20-0.50 PWHT >390 >490 >22 24/ |Suitable for railway wagons, vehicles made by atmospheric
CBLESERWCE | i s G BB ofi [ACOrPEH 5076 | Tos4 | 024 | 0018 | 0.025 | 0309 |%40%01 0006 | T 0.30 | 620=Xlh 450 540 Bl 50 |corrosion and infection resistance steels.
CHES06NICrCu Low hydrogen AWS A5.5 E7016-G EV, AC or DC+ — >1.00 >0.80 <0.03 | <0.03 >0.30 >0.50 >0.20 >0.10 >0.20 AW >390 >490 >22 - Suitable for railway wagons, vehicles, locomotives fabricated
Potassium  |BS ENISO 2560-B-E 49 16-NCCA| OH,H 0.052 0.89 0.35 0.010 | 0.018 0.50 0.38 0.004 0.010 0.30 450 540 26 40 120 |by atmospheric corrosion and infection resistance steels.
Cu=0.20 _ Suitable for railway wagons, vehicles made by atmospheric
Low hydrogen AWS A5.5E7016-G EV, = >1.00 >0.80 | <0.03 | <0.03 | >0.30 >0.50 >0.20 >0.10 PWHT >390 >490 >22 j VA ; .
CHESO6WCU | passium | BSENISO 2560-B-E4916GP | OmH [ACOTPCH] 9060 | 084 | 041 | 0005 | 0017 | 0026 | 0012 | 0004 | 0009 | %23 .| 620 Xin 440 550 31 Sy | G R 0 6 e e I T A
W 0.28 09CuPTiRE, etc.
CHES507CrNi Low hydrogen AWS A5.5 E7015-G EV, DC+ — >1.00 >0.80 <0.03 | <0.03 >0.30 >0.50 >0.20 >0.10 >0.20 PWHT >390 >480 >22 - For welding important marine corrosion resisting mild steel and
Sodium BS ENISO 2560-B-E49 15-GP | OHH 0.070 0.66 0.50 0.012 | 0.017 0.80 0.30 0.005 0.008 0.30 620 Xl1h 460 560 26 30 110 |low alloy steel structures with corresponding grade strength.
CHES507CuP Low hydrogen AWS A5.5 E7015-G EV, DC+ — >1.00 >0.80 <0.03 | <0.03 >0.30 >0.50 >0.20 >0.10 >0.20 PWHT >390 >480 >22 - For welding atmospheric corrosion and marine corrosion
Sodium BS ENISO 2560-B-E49 15-GP | OH,H 0.066 1.44 0.46 0.011 | 0.010 | 0.025 0.005 0.004 0.018 0.37 620 Xl1h 460 560 28 25 70 |resisting low alloy steel structures.
CHE507MnMo Low hydrogen AWS AS5.5 E7015-G EV, DC+ — >1.00 >0.80 <0.03 | <0.03 >0.30 >0.50 >0.20 >0.10 >0.20 PWHT >390 >490 >22 — For welding of high pressue, high temperature H2S corrosion
Sodium BS ENISO 2560-B-E49 15-GP | OH,H 0.070 0.50 0.30 0.015 | 0.020 | 0.020 0.005 0.35 0.007 0.17 620 Xlh 440 550 28 20 120 |resisting steel structures.
CHE556NiCrCu Low hydrogen AWS A5.5 E8016-G EV, AC or DC+ — >1.00 >0.80 <0.03 | <0.03 >0.30 >0.50 >0.20 >0.10 >0.20 AW >460 >550 >19 - Suitable for welding structures made by atmospheric corrosion
Potassium  |BS ENISO 2560-B-E 55 16-NCCA| OH,H 0.053 1.53 0.33 0.012 | 0.015 0.70 0.45 0.007 0.010 0.29 500 620 24 -40 90 |and infection resistance steels, e.g. ASTM A424 & A588 steels.
CHES556H Low hydrogen AWS A5.5 E8016-B1 EV. | AC or D | 0-05-0.12 | <0.90 <0.60 | <0.03 | <0.03 |0.40-0.65 - 0.40-0.65 - PWHT >460 >550 >19 - ls,llllltﬁglne g’;,ﬁ’ff}‘;%ffg;ﬁﬁu{fs grfesll-(ésiggr? e;sn?ineig:l:slb}?eﬂlcblic
Potassium | BSENISO 2560-B-E5516-GP | OH,H 0.065 0.60 0.30 | 0.007 | 0.011 | 044 0.49 620 Xlh 485 620 25 20 90 R0 WA ISy J P
corrosion and infection resistance steels.
Iron powder AWS A5.5 E8018-W2 20 >27 e : : :
. EV, <0.12 |0.50-1.30|0.35-0.80| <0.03 | <0.03 |0.45-0.70|0.40-0.80 0.30-0.75 PWHT >460 >550 >19 = Suitable for welding structrues made by atmospheric corrosion
CHESSSNICrCu| Low hydrogen | BSENISO 2560 B-E S5 ISNCCL| gy |ACOrDCH| 6655 | 100 | 0.5 | 0.013 | 0.018 | 060 | 0.65 - - 048 | 620 XIh 500 610 23 g2 |and infection resistance steels, e.g. ASTM A424 & ASSS steels.
_ Suitable for welding structures fabricated by atmospheric
: Low hydrogen AWS A5.5 E9016-G EV, _ >1.00 >0.80 | <0.03 | <0.03 | >0.30 >0.50 >0.20 >0.10 >0.20 >530 >620 >17 - . - P
CHEG606NICrCu| “ptassium | 1SO 18275-B-E 59 16NCC1A | Oom,H [ACOPCH 063 | 147 | 030 | 0015 | 0012 | 059 | 072 | 022 | 012 | 031 AL 550 650 23 40 g0 GRS & tnizsilon nesiiag el oy 196k, G2 UATINS
CHEG0TCrCu | Low hydrogen AWS A5.5 E9015-G EV, DC+ | =100 | 2080 | <003 | <003 | 2030 | 2050 | =020 | =010 | =020 AW >530 620 >17 _ [Suitable for welding important structures made by atmo-
Sodium ISO 18275-B-E 62 15-G A OH,H 0.023 1.27 0.45 0.016 | 0.019 0.52 0.69 0.24 0.14 0.30 560 645 22 40 80 |2 y
steels, e.g. WNQS570.
Suitable for welding important structures made by atmo-
Low hydrogen AWS A5.5E10015-G EV, _ >1.00 >0.80 | <0.03 | <0.03 | >0.30 >0.50 >0.20 >0.10 >0.20 >600 >690 >16 — : : : :
CHE707CrCu | g, dium 1SO 18275-B-E 69 15-G A ol | Pt | ooa2 | 149 | 030 | 0007 | 0.012 | 105 | 125 | 022 | 013 0.23 = 640 730 19 40 105 :&ﬁ‘s’c;g‘{,‘&’,%‘ggg%d e il Sonen I el oy




Welding Rods for Heat-resisting Low Alloy Steel

ATLANTIC WELDING CONSUMABLES

Standard & Typical Chemical Composition of Deposited Metal (%) Standard & Typical Mechanical Properties of Deposited Metal (AW)
Type of : Welding | Type of "
Item Code Covering Equivalent Norm Position | Current Postweld | Yield Point Tensile Elongation Applications
C Mn Si S P Cr Ni Mo Vv Cu Other s Strength g o Akv Value (J)
Condition | ReL (MPa) A4 (%)
Rm (MPa)
AWS A5.5 E7015-A1 _ For welding boiler pipelines working temperature of which is below
CHH107 Low hé/'drogen ISO 3580-B-E 49 15-1M3 Cff—lvi-l DC+ g% é% 500'6990 500'3610 g%gg 3%(1)2 — — 0'4(? ;t%65 — — — 62%WH);F 1h 243;3900 2545900 22272 510 . Also it is suitable for structures fabricated by normal low alloy
Sodium EN 1599-E Mo B : : : : : : : 25 220 |tensile strength steels.
Iron powder AWS A5.5 E7018-A1 _ For welding boiler pipelines working temperature of which is below
CHH108 | Low hydrogen | ISO 3580-B-E 49 18-1M3 OFI’-IVi-I %SEDQX g% é% S()O.7960 %0'2880 g%?g g%(l)g — — 0'4(? '507 65 — — — 62%WH)F(Y 1h 2431900 2541900 23202 510 . Also it is suitable for structures fabricated by normal low alloy
Potassium EN 1599-EMo B ’ ’ ’ ’ ’ : ‘ 25 220 |tensile strength steels.
CHH1zy | Lowhydrogen | SWSZS EIISG EV, | por _|>1.00 [20.80 | <0.03 [ <0.03| 2030 |>0.50 | 020 | >0.10 | 2020 - PWHT >530 >620 >17 — e i onie ki of betite & forrite type welding rods and it s suitable for
Sodium EN 1599-E Z B OH,H 0.06 1.20 | 0.20 | 0.006 | 0.007 0.32 1.10 0.35 0.15 0.30 620 Xl1h 550 650 20 40 58 |welding structures fabricated by heat-resisting steels such as WB36.
UeE N N g g 25 >16 |Welding boiler pipelines or heat transmitters, working temperature of
CHH202 Lime titania I%%ﬁ%%%_% lér?\iolg SCII{V[ OFI’-IVi-I AC or DC+ 0'8509'712 500'6900 S()Oi660 500601375 500002345 0'4(? 503'65 — 0'4(;) 501'65 — — — 621())WH§ 1h 2541%0 26501)0 22146 N which is below 510 . Also it is suitable for structures made by low
) i ) ' ’ ’ ) ' ) 24 alloy pearlitic high tensile strength steels.
Low hydrogen | 1SO3580-B-E5515-CM | FEV, 0.05-0.12{ <0.90 | <0.60 [<0.035|<0.035|0.40-0.65 0.40-0.65 PWHT >440 >540 >17 %5 gy [ubbeieeilicli e, b il etip s i
CHH207 Stostim EN159-ECMo05B | Ofi | Pt | 0070 | 0.70 | 0.53 [0.015|0.015| 050 | — | o054 - - — |60 Xih| 520 620 25 150 made by low alloy CrMo pearlii stecls working temperature of which
Suitable for fabricating structures of boiler pipes, high press vessels,
S ISO 3580-B-E 55 13-1CM EV, 0.05-0.12 | <0.90 | <0.60 |<0.035(<0.0350.80-1.50 0.40-0.65 PWHT >440 >540 >16 z : : :
N EN1599-ECtMol R | ofi [ACOrDCH "g'0737 17057 | 037 [0.016 [0.023 | 107 | — | 0.63 - - —  |620 Xih| 600 690 19 - petroleunt thermal cracking equipment, which work temperature is
Low hydrogen | 1S0 3580-B-E 55 15-1CM | FEV, 0.05-0.12 | £0.90 | 0.60 [<0.035|<0.035[0.80-1.50 0.40-0.65 PWHT 440 =540 >17 25 2l || e GO I i O LS
CELsEy Sodium EN 1599-E CrMol B ol | PC | T0067 | 070 [037 [0011|0015| 114 | — | o051 - - — |20 x| 510 610 24 160 lesqz;la(r)r‘;irslggw NPT pipes T R i CRrE iy
Iron powder AWS A5.5 E8018-B2 For welding low alloy CrMo steel structures, which work temperature
3 EV, AC>70V ]0.05-0.12 | <0.90 | <0.80 | <0.03 | <0.03 | 1.00-1.50 0.40-0.65 PWHT >460 >550 >19 — . Y o S > e
CHH308 | Low hyd.rogen ISO 3580-B-E 55 18-1CM OnLH or DC+ 0.080 073 | 024 | 0.009 | 0013 131 — 052 — — — 690 X1h 540 640 By % 7 isbelow 520, such as boiler pipes, petroleum thermal cracking
Potassium EN 1599-E CtMol B equipment, etc.
AWS A5.5 E9015-B3 _ Welding of corresponding low alloy steel structures, such as gas
CHH407 L"V; hg.dmgen 1SO3580BE62152CIM | dne | por (005012 =090 ) <100 10080120, 030 2.00-2.501 - 10901201 - — o0 Kin| B0 0 =l transission pipeline with Bigh termperature, High pressure turbogenerator
(e EN 1599-E CrMo2 B 2 : : : : : : : 25 140 |unit and boiler, working temperature of which is below 550
Iron powder AWS A5.5 E9018-B3 _ Suitable for fabricating structures made by Cr2.5Mo low alloy steels,
CHH408 | Low hydrogen | ISO 3580-B-E 62 18-2C1IM C;:I,-Ivi-l %SED?X 0'8562612 500'7950 500'2%‘0 %06%300 %00(1320 2'020 '324'50 — 0'910 '114'20 — — — 69%WHQ 1h 2558300 2668200 22107 which working temperature below 550, e.g. equipments of chemical
Potassium EN 1599-E CrMo2 B > : : : ) ’ : ’ 25 180 |and petroleum industries as well as high temperature, high press pipes.
CHHazy | Lowhydrogen | ZWSES BOISG EV. | pes 21,00 |20.80 | <0.03 | <0.03| 2030 [20.50 | 020 | >0.10 | 2020 |Nb 0.02| PWHT >530 >620 >17 — Tt s one kind of bainite heat resisting welding rods specialized for weld-
Sodium EN 1599-E 7 B OH,H 0.06 0.60 | 0.25 | 0.008 [ 0.009 [ 2.10 0.65 0.10 0.20 0.32 W 145|750 X2h 540 630 19 25 120 |ing pipes on cooling wall of industrial boilers.
AWS E8015-B6 _ It is suitable for welding structures made by CrSMo pearlitic steels,
CHHS517 Lov; h}drogen EN 1599-E CrtMo5 B OFI’_IVi_I DC+ 0‘005 606 e 501 7%0 5005910 3%(1)3 %%(1)2 4'050 '168 o 5006420 0‘405 '5%'65 — — — 7 4%WH)? 1h 2545600 2658500 22129 e.g. pipes which work condition need to bear 400  and need to resist
Sey I1SO 3580-B-E 55 15-5CM B ’ : : : . : : . : 25 120 | corrosion of hydrogen.
AWS A5.5 E9015-B9 C%%g(.)ZS N% 018 2 Suitable for fabricating pipes of supercritical steam turbines and boilers,
CHH717 Low hydrogen 1SO 3580-B-E 62 15-9C1MV EV, DC+ 0.08-0.13 | <1.20 | <0.30 | <0.01 | <0.01 | 8.0-10.5 | <0.80 |0.85-1.20 |0.15-0.30 N 0.02- 0.053 PWHT >530 >620 >17 - which made by martensite heat resisting steels. Both preheating and
Sodium EN 1599-E CrMo91 B OH,H 0.094 0.75 | 0.22 | 0.004 | 0.009 9.32 0.66 1.03 0.208 0 0'7 Al '<0 04 760 X6h 630 740 21 25 g0 |interpass temperature should be 232 -288  and the weld zone should
0.030 0.005 be tempered at 730  -760  for 6 hours after welding.
Welding Rods for Cryogenic Steel
Standard & Typical Chemical Composition of Deposited Metal (%) Standard & Typical Mechanical Properties of Deposited Metal (AW)
Item Code Type o ] Equivalent Norm Wel.d 1ng I et ) ) Tensile . Applications
Covering Position | Current . . Postweld | Yield Point Elongation
C Mn Si S P Cr Ni Mo \Y Cu Comafiiton | Rl (@12) Strength A4 (%) Akv Value (J)
Rm (MPa) :
CHL107 Low hydrogen AWS A5.5 E7015-G EV, DC+ . >1.00 >0.80 <0.03 | <0.03 >0.30 >0.50 >0.20 >0.10 >0.20 PWHT >390 >490 >22 — For welding structures made by 3.5Ni low alloy steel,
Sodium BS ENISO 2560-B-E 49 15-N7P | OH,H 0.04 0.45 0.18 0.003 | 0.012 0.20 3.20 0.21 0.11 0.30 620 Xlh 430 530 30 -100 80 |which work temperature is about -100
CHL607 Low hydrogen AWS A5.5 E7015-G EV, DC+ o >1.00 >0.80 <0.03 | <0.03 >0.30 >0.50 >0.20 >0.10 >0.20 PWHT >390 >490 >22 — For welding structures made by 09MnD low alloy steel,
Sodium BS ENISO 2560-B-E 49 15-GP | OH,H 0.05 0.99 0.39 0.009 | 0.015 0.23 1.84 0.20 0.13 0.23 620 Xl1h 430 540 30 -60 110 |which work temperature is around -60
G nggvnhp‘:i"rvfeern AWS AS.5 E8018-C1 EV, | AC>70V | <0.12 | <125 | <0.80 | <0.03 | <0.03 |  [2.00275| - - PWHT >460 >550 >19 -60 27 |For welding structures made by 2.5Ni low alloy steel,
Pota}slsiu Ii BS EN ISO 2560-B-E 55 18-N5P | OH,H or DC+ 0.075 1.00 0.56 0.010 | 0.016 2.20 620 Xlh 520 630 25 85 which work temperature is about -60




ATLANTIC WELDING CONSUMABLES

Standard & Typical Chemical Composition of Deposited Metal (%) Standard & Typical Mechanical Properties of Deposited Metal (AW)
Item Code Type ° i Equivalent Norm Wel.d ng Lo ) . Tensile . Applications
Covering Position | Current . . Postweld | Yield Point Elongation
C Mn Si S P Cr Ni Mo v Cu Condition | Rel (MPa) Strength A4 (%) Akv Value (J)
Rm (MPa) .
CHL707 Low hydrogen AWS A5.5 E7015-G EV, DC+ _ >1.00 >0.80 <0.03 | <0.03 >0.30 >0.50 >0.20 >0.10 >0.20 PWHT >390 >490 >22 — For welding structures made by 2.5Ni low alloy steel,
Sodium BS EN ISO 2560-B-E 49 15-N5P | OH,H 0.055 0.94 0.51 0.007 | 0.014 0.23 2.42 0.24 0.14 0.28 620 Xlh 500 590 28 70 80 |which work temperature is around -70
CHL708 Ll(fgvnhp‘zi‘ffeern AWS A5.5 E7018-G EV, | AC>70V . >1.00 | >0.80 | <0.03 | <0.03 | =030 | >0.50 | >020 | >0.10 | >0.20 PWHT >390 >490 >22 — For welding structures made by 2.5Ni low alloy steel,
Pota}s/siuri BS EN ISO 2560-B-E4918-N5P | OH,H or DC+ 0.04 0.50 0.28 0.015 0.012 0.11 2.40 0.14 0.11 0.27 620 Xl1h 435 525 25 -70 100 |which work temperature is around -70
CHLS07 Low hydrogen AWS A5.5 E7015-G EV, DC+ o >1.00 >0.80 <0.03 | <0.03 >0.30 >0.50 >0.20 >0.10 >0.20 PWHT >390 >490 >22 — For welding structures made by 1.5Ni low alloy steel
Sodium BS ENISO 2560-B-E 49 15-GP | OHH 0.045 0.60 0.27 0.010 | 0.015 0.24 1.80 0.22 0.10 0.23 620 Xl1h 445 530 30 -80 100 |which work temperature is around -80
Welding Rods for Stainless Steel
Standard & Typical Chemical Composition of Deposited Metal (%) Mechanical Prﬁiﬁf s of Deposited
Item Code Wi .0 f Equivalent Norm Wel.d }ng ype of Tensile . Applications Approvals
Covering Position | Current . . Postweld Elongation
C Mn Si S P Cr Ni Mo Cu Other Condition Strength A4 (%)
Rm (MPa) .
AWS AS.4 E310-16 <012 | <100 | <090 | <0030 | <0.040 |11.0-135| <070 | <0 <0 >450 >20 is suitable for weldi 06Cr13 or 1Cr13 stainl
CHK202 Lo S ISO 3581-B-ES410-16 EV, ACorDC+| =0 <1. <0. <0. <0. .0-13. <0.7 <0.75 <0.75 PWHT >45 > It is suitable for welding structures made by 06Cr 13 or Cr13 stainless -
EN 1600 E 13 R 3 2 OH,H 0.054 0.14 0.44 0.013 0.025 12.3 0.15 0.016 0.033 860 X2h 495 30 steels, also can be used for surfacing corrosion resisting and abrasion.
Low hydr el O < < < < < < < <0.75 PWHT | >450 >0 [Itis suitable for weldi de by 06Cr13 or 1Cr13 stainl
CHK207 ow hydrogen ISO 3581-B-ES410-15 EV, DC+ <0.12 <1.00 <0.90 | <0.030 <0.040 11.0-13.5 <0.70 <0.75 <0. > > tis suitable for welding structures made by t13 or 1Cr13 stainless -
sodium EN 1600 E 13B 42 OH,H 0.061 0.57 0.48 0.007 0.023 12.26 0.31 0.011 0.031 860 X2h 545 29 steels, also can be used for surfacing corrosion resisting and abrasion.
AWS A5.4 E410NiMo-16 S . .
q e q EYV, <0.06 <1.00 <0.90 | <0.030 <0.040 11.0-12.5 | 4.00-5.00 | 0.40-0.70 <0.75 PWHT >760 >15 It is suitable for welding structures made by 06Cr13 stainless steels, also
CHK232 | Lime titania | ISC 3581 BESIIONIMO-I6 | opp |ACOTDEH| 5027 0.20 0.17 | 0010 | 0.019 11.85 4.70 0.55 0.027 620 Xlh| 870 17 |can be used for surfacing corrosion resisting and abrasion. -
Low hyd AWS AS4 E430-13 < < < < < < < < >450 >0 | Welding Cr17 stainless steel hich working condition of
CHK307 ow hydrogen ISO 3581-B-ES430-15 EV, DC+ <0.10 <1.00 <0.90 | <0.030 <0.040 15.0-18.0 <0.60 <0.75 <0.75 PWHT > > elding Cr17 stainless steel structures, which working condition o -
sodium EN 1600E 17 B 42 OH,H 0.063 0.52 0.76 0.004 0.018 17.10 0.14 0.13 0.034 790  X2h 550 22 resisting corrosion by nitric acid and heat resistance.
AWS A5.4 E308L-17 It is suitable for welding facilities of synthetic fibre,fertilizer, petrochemical
chsoor  [Extialow carbon) 150 3581 R ES308L-17 | EVi |ACorDe+| 5097 | 03030 1 <090 | <0.030 1 <0040 | 180-21.01 9.0-11.0 1 <075 ) =073 AW a0 =35 |equipment, etc. which fabricated by 022Cr ONi10 stainless stecl as wellas | —
EN 1600 EI99LR 32 i ) ) ) ) ) ) ) ’ ) 06Cr18Nil1Ti stainless steel that working temperature below 300
AWS A5.4 E308L-16 It is suitable for welding facilities of synthetic fibre,fertilizer, petrochemical
cHsooy  [FXralow catbon) 150 3581 B ESI08L-16 | iy [ACorDC+| 5493 | 03930 1 <090 | <0030 1 <0040 | 1802101 9.0-L10 1 ST 1 R AW =9 =35 |equipment, ete. which fabricated by 022CrIONil0 stainless sicel as well as | CWB
EN 1600 EI99LR32 i ) ) ) ’ ’ ) ) ' ) 06Cr18Nil1Ti stainless steel that working temperature below 300
Extra low carbon AWS A5.4 E308L-15 It is suitable for welding facilities of synthetic fibre,fertilizer, petrochemical
CHS007 Low hydrogen ISO 3581-B-ES308L-15 OFI,-IVi-I DC+ %%gg 0‘510 620'50 %04950 500001320 500001410 181‘ (9)'§ é.O 9‘(1)61 (1)‘0 500'1755 500‘2735 AW 2558200 24385 equipment, etc. which fabricated by 022Cr19Ni10 stainless steel as well as —
Sodium EN1600E199LB42 i ) ) ) ) ) ) ) ) ) 06Cr18Nil1Ti stainless steel that working temperature below 300
AWS A5.4 E316L-17 It widely be used in stainless steel structures of equipment of
CHSO021 E’éﬁiﬁﬁgﬁ?ﬁn ISO 3581-B-ES316L-17 C;:I,-Ivi-l AC or DC+ g%gg 0‘5(;) '726‘50 %0'6940 500601300 500002410 171' 3-421(7) = 111'(1)';‘1“0 2 ‘020 }73600 %0'1755 AW 2545950 24340 petrochemical, fertilizer, synthetic fibre, and paper industries. Also it could —
EN1600E 19123LR 32 > ) ’ ) ) ) ) ) ) ) be used in welding dissimilar steel structures that cannot be PWHT.
AWS A5.4 E316L-16 It widely be used in stainless steel structures of equipment of
cHsozz  |Bxmalowcatbon 1553581 ES316L-16 | EVi |ACorDe+| 504 | 0302301 S050 ) 0,030 1 <0040 | 17.0-20.0 | 11.0-14.0'1 200300 | <0.75 AW o 30 |petrochemical, fertlizer, synthetic fibre, and paper industries. Also it could |~ CWB
EN1600E 19123 LR 32 > ) ) ) ) ) ) ) ) ’ be used in welding dissimilar steel structures that can not be PWHT.
CHS032 Extra low carbon AWS A54 E317L-16 EV, AC or DC+ <0.04 0.50-2.50 | <090 | <0.030 | <0.040 | 18.0-21.0 | 12.0-14.0 | 3.00-4.00 <0.75 AW >520 >30 It is suitable for welding structures that resisting corrosion of organic acid, o
Lime titania |EN 1600 E19134NL R32| OHH 0.028 0.90 0.55 0.012 0.032 19.39 12.49 342 0.26 595 44 nitric acid, sulphuric acid and acetic acid,etc.due to higher Mo in it.
Crisoal  |Extralow carbon| (a0 sanrm esaootnt s | EV. | acorpes| <004 | 0.50-250 [ <090 | <0.030 | <0.040 | 22.0-25.0 | 12.0-14.0 | 2.003.00 | <0.75 AW >550 >30  |For welding corresponding extra-low carbon stainless steel structures and _
Silicon titania OH,H 0.024 0.90 0.63 0.010 0.021 23.10 13.22 2.40 0.17 630 35 dissimilar steels, e.g. ammonia or urea converters.
EN1600E23122LR32
CHS042 Extra low carbon IS%“;SSQS-];‘-E%(;%%I{AI\(/)[-(}-? 6 EV, AC or DC+ <0.04 0.50-2.50 | <0.90 | <0.030 | <0.040 | 22.0-25.0 | 12.0-14.0 | 2.00-3.00 <0.75 AW >550 >30 For welding corresponding extra-low carbon stainless steel structures and o
Lime titania OH,H 0.026 0.86 0.64 0.011 0.023 23.14 13.25 242 0.16 635 36 dissimilar steels, e.g. ammonia or urea converters.
EN1600E23122LR32
AWS A5.4 E309L-17 For welding stainless steel structures of synthetic fibre, petrochemical
Extra low carbon EV, <0.04 0.50-2.50 | <0.90 | <0.030 | <0.040 | 22.0-25.0 | 12.0-14.0 | <0.75 <0.75 >520 >30 ; : ° G o
CHSO061 Silicon titania ISO 3581-B-ES309L-17 OWLH AC or DC+ 0.027 0.854 0.680 0.008 0.021 54.189 12.999 0122 0.099 AW 563 41 equipment e;nd nuclear reactor and so on. Also it can be used in dissimilar —
EN1600E23 12L R 32 steels of stainless steels with carbon or low alloy steels.
AWS A5.4 E309L-16 For welding stainless steel structures of synthetic fibre, petrochemical
cHSog2 [Extralowcarbonf jonaspi R Eg3gor 16 | BV [ACorDor| 004 | 050250 ) <090 | <0.030 | <0.040 | 22.0-25.0 | 12.0-14.0 f =<0.75 | <0.75 AW 2520 230 | quipment and nuclear reactor and so on. Also it can be used in dissimilar | CWB
Lime titania OH,H 0.027 0.85 0.67 0.009 0.020 24.20 13.09 0.090 0.092 565 41 : ;
EN1600E23 12LR32 steels of stainless steels with carbon or low alloy steels.
AWS A5.4 E309L-15 For welding stainless steel structures of synthetic fibre, petrochemical
CHS067 E]i(tra l}clxwdrc arbgn ISO 3581-B-ES309L-15 OFI’-IVi-I DC+ 3%3171 0'5(;) '925‘50 5004920 %06%390 500002%0 222'2'5(5)'0 121' (3)'(1)3'0 500'1705 %%;(5) AW 2556200 24310 equipment and nuclear reactor and so on. Also it can be used in dissimilar —
ow hydroge EN1600E2312L.B42 i ’ ) ’ ’ ) ) ) ) ) steels of stainless steels with carbon or low alloy steels.




ATLANTIC WELDING CONSUMABLES

Standard & Typical Chemical Composition of Deposited Metal (%) b 9L Pr(ﬁg:f godispesied
Item Code i .0 i Equivalent Norm Wel.d .1ng Uips it Tensile . Applications Approvals
Covering Position | Current . . Postweld Elongation
C Mn Si S P Cr Ni Mo Cu Other Condition Strength A4 (%)
Rm (MPa) 5
cus101 | Siticon titania | 190 3351 B Eaa g7 EV. |acorpes| <008 |050-250 | <090 | <0.030 | <0.040 |18.021.0 [ 9.0-1L.0 | <0.75 | <0.75 N AW >550 >35  |For welding 06Cr19Ni10 or CrI8Ni9Ti stainless steel structures, which B
OH,H 0.047 0.80 0.75 0.010 0.028 19.80 9.90 0.15 0.30 590 45 working temperature is below 300 .
EN 1600E 199R 32
AWS A5.4 E308-16 For welding 06Cr19Ni10 or Crl8Ni9Ti stainless steel structures, which
CHS102 Lime titania ISO 3581-B-ES308-16 OFI,-IVi-I AC or DC+ g%gg O.Sé) '826'50 S()06960 %0001320 500002480 lsl'g'éé 0 9'(9)'%'0 500'1745 500'2735 — AW 2559550 24345 working temperature is below 300 . It is popular for civil use, e.g.family —
EN1600E199R 32 i ) ’ ) ) ) ) : ) ) decorating.
AWS A5.4 E307-16 EV. Suitable for welding structures made by ASTM307 stainless steel or
CHS102MnMo|  Lime titania ISO 3581-B-ES307-16 OILH AC or DC+| 0.04-0.14 | 3.30-4.75 | <0.90 | <0.030 <0.040 | 18.0-21.5 | 9.0-10.7 0.5-1.5 <0.75 — AW >590 >30 dissimilar steels, also it can be used surfacing impingement & corrosion —
EN 1600 E 189 Mn Mo R 32 i resisting steels and transition layers.
AWS A5.4 E308-15 For welding corrosion resisting structures made by 06Cr18Ni9 stainless
CHS107 Condccen ISO 3581-B-ES308-15 BV, DC+ =005 oSl I O =0 O O e e O (LD <0.75 =0 — AW 2350 235 steel, which working temperature is lower than 300 . It could welding —
sodium OH,H 0.060 1.30 0.47 0.007 0.024 19.88 9.90 0.13 0.18 600 44 5 .
EN1600E199B42 high Cr steels or surfacing also.
AWS A5.4 E347-17 L X 5 Nb 8xC-1.00 Suitable for welding important corrosion resisting structures made
CHSI31 | Silicontitania | ISO3S81-B-ES347-17 | Ve |acorDe+| SOO8 | 050250 1 <080 | <0.030 | <0010 | 18.0-21.0°) 9.0-11.0 | <075 0 AW = 9" [by CrI8Ni9Ti stainless steel that contents Ti & Nb stabilizing agent, —
EN 1600 E 199 NbR 32 2 : : ; : : : : : ; 0.60 €.2.06Cr18Ni11Ti, 06Cr18NilINb.
AWS A5.4 E347-16 g g i Nb 8xC-1.00 Suitable for welding important corrosion resisting structures made by
CHS132 Lime titania | ISO3581-B-ES347-16 | oV |AcorDes| 5008 | 0502501 <030 | <0.030 1 <0.080 | 18.0-21.0 | 9.0-110 ) <075} <0.75 AW =0 230 |CrI8NIOTi stainless steel that contents Ti & Nb stabilizing agent, c.g. —
EN I600E 199 NbR 32 2 : : : : : : : : : 0.58 06Cr18Nil1Ti, 06Cr18NilINb.
AWS A5.4 E347-15 Nb 8xC-1.00 Suitable for welding important corrosion resisting structures made by
cusiz7 | hewhydrogen | 1503581 B Es3471s | LV | Do+ SHIS | G0 =D | SO SRR | IS | SO0 || S| S AW = 30 |CuI8NIOTi stainless steel that contents Ti & Nb stabilizing agent, c.g. —
EN 1600 E 199 NbB 42 G ' ' ' : : : ' : ' 0.66 06Cr18Ni11Ti, 06Cr18NilINb.
s Suitable for welding high strength, high toughness steels, e.g. H617. It
Low hydrogen Similar to EV, 0.04-0.14 | 6.00-9.00 | <0.70 | <0.030 | <0.035 | 18.0-22.0 | 9.0-11.0 — — 25 290 >540 >30 gh strengty ! o .
CHS157Mn - e DC+ AW could be used for welding dissimilar steels also. Mainly for military vehi- —
sodium AWS A5.4 E307-15 OH,H 0.07 7.36 0.45 0.012 0.020 20.2 10.0 0.115 0.179 100 635 38 S g
AWS AS5.4 E316-17 Suitable for 06Cr17Nil2Mo2 & Cr18Nil2Mo?2 stainless steel structures
CHS201 Silicon titania ISO 3581-B-ES316-17 oFﬁVi{ AC or DC+ g%gg 0'5(? é21.50 %0639‘8 %06%330 500002‘%0 171'2-5(83 U 111'(1)-;3'0 2'020 ;‘39'00 500'2715 — AW 2557280 24320 for organic acid or inorganic acid mediums. Also it could be used in high —
EN 1600 E19122R 32 i ) ) ) ) ) ) ) ) ) Cr steel or dissimilar steels that cannot be PWHT.
AWS AS.4 E316-16 Suitable for 06Cr17Nil2Mo2 & Cr18Nil2Mo?2 stainless steel structures
CHS202 Lime titania ISO3S8IBESII6-16 | (niy |ACorDC+| SO98 1050230 | <090 | <0.030 | <0040 | 17.0-20.0 | 110-14.0 ] 200800 | <0.75 — AW o =) [for organic acid or inorganic acid mediums. Also it could be used in high —
EN1600E19122R 32 i ’ ) : ) ) ) : ) ) Cr steel or dissimilar steels that cannot be PWHT.
AWS A5.4 E316-15 Suitable for 06Cr17Nil2Mo2 & Cr18Nil2Mo?2 stainless steel structures
CHS207 Loxg hgdrogen ISO 3581-B-ES316-15 OFI’-IVi-I DC+ 3%2213 0'510 '222'50 5004990 5006%380 500002420 171' g’%g 01 1102' 124'0 25);3)'0 500'1745 — AW 2557250 24330 for organic acid or inorganic acid mediums. Also it could be used in high —
odium EN 1600E19122B42 g : : : ; ; : : ’ : Cr steel or dissimilar steels that cannot be PWHT.
} g g ~ g Nb 6xC-1.00 For welding important structures of urea synthesizing or equipment of vi-
CHS212 Lime titania DA LB I H AC or DC+ =0 0:50-2.508(S=090 H1S=0.0308[S=010- 058 S0 2008 SO 1 OF(E2,00,3 09 =00 AW =l 230 nylon that get to corrosion medium, which fabricated by 06Cr17Nil2Mo- —
EN1600E19123NbR32 | OHH 0.043 1.35 0.41 0.009 0.026 18.65 12.20 2.42 0.19 0.69 610 38 2Ti. 06Cr1TNI12Mo2Nb and extra-low 022Cr1 7Ni12Mo2 stainless steels
AWS A5.4 E309-17 For welding stainless steels within same system as well as high chromium
CHS301 Silicon titania ISO 3581-B-ES309-17 (;:ﬁvi{ AC or DC+ g% ég 0‘510 621'50 S()06930 %0001310 5000%490 222'2?3‘0 121‘(2)'%2'0 500'3705 %0'2705 — AW 2559500 24300 steels and high manganese steels. Also it could welding dissimilar steels, e.g. —
EN 1600 E 22 12 R 32 > ) ’ ’ ) ) ) ) ) ) Cr19Ni10 with mild steel.
AWS A5.4 E309-16 g g g For welding stainless steels within same system as well as high chromium
CHS302 Lime titania ISO 3581-B-ES309-16 oFﬁVi{ AC or DC+ g% éi 0‘5(? 928'50 %06940 %00%320 500002470 2 222 ;5‘0 121'2 é;lO 500'2795 %0'2705 — AW 2559550 23390 steels and high manganese steels. Also it could welding dissimilar steels, e.g. —
EN 1600 E 22 12 R 32 ’ ) ’ ) ) ) ) ) ) ) Cr19Ni10 with mild steel.
Low hydr AWS AS4E309-13 F <0.1 250 | < < <0.040 |220-250 | 12.0-140 | <075 | <0.75 >550 >30  |For welding stainless steels withi 11 as high chromi
CHS307 ow hydrogen ISO 3581-B-ES309-15 ,V, DC+ <0.15 0.50-2.50 | <0.90 | <0.030 <0.040 .0-25.0 .0-14. <0. <0. - AW > > or welding stainless steels within same system as well as high chromium -
Sodium OH,H 0.077 1.46 0.58 0.009 0.025 23.80 12.80 0.13 0.21 590 39 steels and high manganese steels. Also it could welding dissimilar steels.
EN1600E22 12B42
Suitable for welding stainless steel containers that corrosion resisting of
CHS312 Lime titania gvggsMﬁii OFI’-IVi-I AC or DC+ g% ;% 0'5(;) '922‘50 S()06930 500601360 5(()) (()); {(;) 222%%2'0 121' g'll 461,0 2'03 "‘:’400 S(()) 273 — AW 2655 g 223360 vitriol, ammonia or sulfurous acid, etc. Also it could be used for composite —
? ) ) ’ ) ) ) ) ) ) steels or dissimilar steels welding.
Crsags  |Extralow carbon|  AWSAS.4E385-16 EV. [acorpos| <003 | 10250 | <075 | <0.020 | <0.030 | 195215 | 24.0-260 | 42-52 | 1220 B AW >520 >30 |For welding structures get to sulphuric acid or ehloride cortosin medium B
Lime titania EN 1600 E20255CuNL | OHH 0.021 1.81 0.29 0.005 0.016 20.60 24.97 4.79 1.71 610 40 less steely. 2
AWS A5.4 E310-16 Suitable for welding heat resisting stainless steel structures and high
CHS402 Lime titania ISO 3581-B-ES310-16 EV, AC or DC+ 0.08-0.20 | 1.00-2.50 | <0.75 <0.030 <0.030 | 25.0-28.0 | 20.0-22.5 =0.75 <0.75 — AW 2550 230 hardenability steels, such as CrSMo, Cr9Mo, Cr13 and Cr18. Also it could —
OH,H 0.13 1.99 0.38 0.009 0.021 27.01 21.44 0.13 0.104 655 39 T e
EN 1600 E2520R 3 2 welding dissimilar steels.
AWS A5.4 E310-15 Suitable for welding heat resisting stainless steel structures and high
CHS407 | Lowhydrogen | 1oq3581 B ES310-15 EV, pc+ | 0:08-0.20 1 1.00-250  <0.75 f =0.030 | <0.030 | 25.0-28.0 | 20.0-225 | =<0.75 e — AW 2550 230 lardenability steels, such as CrsMo, Cr9Mo, Crl3 and Crl8. Alsoitcould |  —
Sodium OH,H 0.133 1.74 0.45 0.008 0.018 26.60 21.30 0.11 0.087 605 38 T e
EN 1600 E2520B 4 2 welding dissimilar steels.
Suitable for welding heat resisting stainless steels or dissimilar steels. It
S AWS A5.4 EV, <0.12 1.00-2.50 | <0.75 | <0.030 | <0.030 | 25.0-28.0 | 20.0-22.0 | 2.00-3.00 <0.75 >550 >30 :
CHS412 Lime titania E310Mo-16 OMLH AC or DC+ 0083 1.92 037 0.012 0.021 26.71 51.09 250 0.10 — AW 630 38 ;1;?;:1 :)gicl?tl}l]ent toughness for the carbon steel and low alloy steel that with —
i g i g N Suitable for welding quenched low alloy steels, medium alloy steels,
CHS507 L"‘gé‘({iﬁ‘frﬁgm GB E16-25MoN-15 gﬁV’H DC+ g% éﬁ 0'510 827'5 0 500'69“0 5006%370 3%?33 141' 2 §§'° 222'91 421; 9 5'060 171'00 500'1550 AW 2667150 24310 dissmilar steels structures which are required for higer rigidity and similar —
i ’ ' ’ ’ ’ ' ) ) ’ 20.10 0.16 heat-resisting high strengh steels.




ATLANTIC WELDING CONSUMABLES

Standard & Typical Chemical Composition of Deposited Metal (%) b 9L Pr(ﬁg:f godispesied
Item Code i .0 i Equivalent Norm Wel.d .1ng Uips it Tensile . Applications Approvals
Covermg Position Current . . Postweld Elongat]on
C Mn Si S P Cr Ni Mo Cu Other Condition Strength A4 (%)
Rm (MPa) 5
Low hydrogen R EV, <0.10 <1.20 [1.30-2.10| <0.030 <0.030 19.0-25.0 | 21.0-25.0 >2.80 >2.80 o >540 >30 Suitable for welding structures made by vitriol corrosion resisting steels o
Ly Sodium . G i 0.071 0.91 160 | 0007 | 0019 | 2335 | 2254 3.91 3.83 A 655 33 |that with similar chemical composition.
CHs209 | Limetinia | ZENSASSEIAI0. EV. |acorpes| <015 | 050250 | <090 | <0030 [ <0.040 |28.0-320| 8.0-105 | <075 | <0.75 B AW >660 >0 |For welding high carbon steels, tool steels, dissimilar steels, Cr2ONi9 cast |
: Duplex OH,H 0.085 1.11 0.78 0.011 0.028 29.39 9.97 0.16 0.20 785 26 steels, duplex stainless steels as well as problem steels.
EN 1600 E299R 32
Extra low carbon N For welding extra-low carbon stainless steel structures in petrochemical
Sl AWS A5.4 E2209-16 EV, <0.04 0.50-2.00 | <0.90 | <0.030 | <0.040 | 21.5-23.5 | 8.5-10.5 2.5-3.5 <0.75 >690 >20 : Sl g : ;
CHS2209 lime titania 2 |ACorDC+| = = = = = 0.08-0.20 AW = < and hydraulic projects industries, e.g. structures fabricated by 00Cr22Ni- —
Duplex EN1600E2293NLR32 | OHH 0.026 0.90 0.61 0.013 0.023 22.84 9.45 3.05 0.097 012 785 29 5Mo3N duplex stainless steel.
CHS2553 Lime titania AWS A5.4 EV, AC or DC+ <0.06 0.50-1.50 | <1.00 <0.030 <0.040 24.0-27.0 6.5-8.5 2.9-3.9 1.5-2.5 - AW >760 >15 It is suitable for duplex stainless steels that contain 25% Cr, e.g. 022C- -
Duplex E2553-16 OH,H 0.025 1.00 0.68 0.012 0.013 25.00 7.3 33 1.8 880 20 25Ni7Mo4N, 03Cr25Ni6Mo3Cu2N, UNS 32550(Alloy255) and so on.
Welding Rods for Hardfacing
. Standard & Typical Chemical Composition of Deposited Metal (%) Hardness of.
Type of g Welding | Type of . L
Item Code . Equivalent Norm .- Deposited Metal Applications
Covering Position | Current . . Other
C Mn Si S P Cr Ni Mo v w Nb HRC
Elements
Low hydrogen ) EV, <0.20 <3.50 L o L - . . L L - - HB>220 Surfacing and repair welding of worn parts surface of low carbon, medium carbon
Sl Sodium GEIT B T AP OH,H 2% 0.089 2.80 300.6 and low alloy steel.
U EV, <0.25 <2.00 <1.50 Surfacing and repair welding of worn parts surface of low carbon, medium carbon
CHRI112 Lime titania | GB/T 984 EDPCrMo-A1-03 OHH AC or DC+ 020 — — — — 1.00 — 052 — — — <2.00 HB>220 e [ ——ce)
Low hydrogen EV, <0.20 <4.50 >30 . .
CHR127 Sodium GB/T 984 EDPMn4-15 OHH DC+ 011 3.60 — — — — — — — — — <2.00 41 Surfacing of worn surface of low and medium carbon steels or low alloy steels.
. L EV, <0.50 <3.00 <1.50 >30 Surfacing and repair welding of worn surface of low and medium carbon steels or low
CHR132 Lime titania | GB/T 984 EDPCrMo-A2-03 OHH AC or DC+ 0.29 — — — — 200 — 074 — — — — 45 Aot
CHRI172 Lime titania | GB/T 984 EDPCrMo-A3-03 OFI:I\,]i{ AC or DC+ 5003540 — — — — 5223500 — §129500 — — — — 523 3 Surfacing of worn parts of gear wheel, mining machinery etc.
Low hydrogen . EV, 0.30-1.00 <2.50 <1.00 | <0.035 | <0.035 <3.50 >50 .
CHR207 Sodium GB/T 984 EDPCrMnSi-A1-15 OHH DC+ 0.90 500 067 0.007 0.025 300 — — — — — <1.00 559 Surfacing of worn parts of bulldozer blade propeller etc.
. o AL EV, 0.30-0.60 L L L - <5.00 - <4.00 L - - . >50 One layer and multi-layer surfacing of worn parts surface of gear wheel, excavator
(G191 R R OH,H SR 0.45 4.00 1.30 57.7 and mining machinery etc.
Low hydrogen EV, 0.30-0.60 . - o - 8.00-10.00 - <3.00 0.50-1.00 . - >50 Surfacing of silt worn and atmosphere corrosive hydraulic machinery, excavator and
CHR237 Sodium e OH,H D 0.50 9.40 2.40 0.67 <4.00 57.2 parts of mining machinery etc.
Low hydrogen EV, AC>T0V <1.10 11.00-16.00 | <1.30 HB>170 ] . .
CHR256 Potassium AWS A5.13 EFeMn-A OHH or DC+ 0.80 1330 0.50 — — — — — — — — <5.00 193.8 Surfacing of easy-impacted, easy-worn parts of crushers, rails, bulldozers etc.
Low hydrogen EV, 0.5-1.0 12.00-16.00 | <1.30 0.50-1.50 <1.00 HB>170 It is suitable for hardfacing abraded parts of crusher machines, excavators, bulldozers,
(G125 ez || S SASHIBIHRENTES || ore || AC@IDER 0.80 13.00 0.51 - - - - 1.30 - - - 0.78 199 switches of railway and so on.
Low hydrogen <0.80 11.00-18.00 | <1.30 13.00-17.00 <2.00 <2.00 HB>210 . .
CHR276 Potassium GB/T 984 EDCrMn-B-16 | EHF | AC or DC+ 0.65 12.58 072 = = 14.30 0.052 1.00 = = = <4.00 212.6 Surfacing of high manganese steel structures.
Low hydrogen EV, 0.70-1.00 - o <0.035 | <0.040 3.80-4.50 - o 1.00-1.50 | 17.00-19.50 - >55 Surfacing of blade of semifinished cutting tool made of medium carbon steel, and
Sty ot || CTGRIEDIDIOSS | g || IDCF 0.90 0.010 | 0019 430 1.20 18.80 =1.50 618 repair welding wom cutting tool or ofher tool
. o GB/T 984 EDRCrMo EV, <0.50 . - <0.035 | <0.040 <5.00 o <2.50 <1.00 7.00-10.00 o - >55 Surfacing of blade of model and cutting, and repair welding of mechanical parts
ShlEr | i WV-A1-03 orH |ACOrDCH T o4 0011 | 0.026 430 2.00 0.60 8.60 603 requiring high function for wear resistance.
CHR327 Low hydrogen | GB/T 984 EDRCrMo EV, DC+ <0.50 o L <0.035 | <0.040 <5.00 . <2.50 <1.00 7.00-10.00 . - 55 Surfacing of blade of model and cutting, and repair welding of mechanical parts
Sodium WV-Al-15 OH,H 0.41 0.013 0.025 3.90 1.98 0.60 8.70 - requiring high function for wear resistance.
Low hydrogen . EV, 0.25-0.55 - o <0.035 | <0.040 2.00-3.50 L o o 7.00-10.00 . >48 Surfacing of forging model for cast steel and forge steel. Also repair welding of forg-
CranEe St || SO BEDINGRES | g || IO 043 0.008 | 0.019 2.90 9.40 <1.00 59.3 ing model.
Low hydrogen EV, <0.60 <2.50 <1.00 | <0.035 | <0.040 <2.00 o <1.00 o o o o >40 Surfacing of cast steels and heat forging model. Also repair welding of worn forging
GELSED Sodium Ok IR OH,H De+ 0.46 1.00 0.62 0.006 | 0.019 1.20 0.64 552 model.
U EV, <0.15 <0.03 | <0.04 | 10.00-16.00 >40 It is widely for hardfacing carbon steel and low alloy steel axis, shafts and valves that
GRS | bimpitnh | GRMCESEECEAEE | gy |ACEREE | g - — | 0007 | 0024 11.30 — — - — — - 555  |working temperatire is below 450
CHRS507 Low hydrogen JIS DF-4A EV, DC+ <0.15 - o <0.030 | <0.040 | 10.00-16.00 . o o o o <250 >40 Surfacing of axles and valves made of carbon steel and alloy steel, working tempera-
Sodium GB/T 984 EDCr-A1-15 | OHH 0.13 0.008 | 0.020 13.20 - 43.1 ture of which is below 450
Low hydrogen EV, <0.20 10.00-16.00 <6.00 <2.50 <2.00 >37 . .
CHR507Mo Sodium GB/T 984 EDCr-A2-15 OHH DC+ 0.12 — — — — 12.30 1.50 1.60 — 120 — <2.50 03 Surfacing of valves, which work temperature should be below 510




ATLANTIC WELDING CONSUMABLES

. Standard & Typical Chemical Composition of Deposited Metal (%) Hardness of
Type of . Welding | Type of - .
Item Code C . Equivalent Norm .. Deposited Metal Applications
overing Position | Current . . Other HRC
C Mn Si S P Cr Ni Mo v W Nb El
ements
Low hydrogen EV, <0.25 10.00-16.00 >45 Surfacing of axles made of carbon steel and low alloy steel valves, working tempera-
CHRSI7 Sodium | SB/TOB4EDCEB-IS | opyy | DOF 0.18 - - — | — 13.00 - — — - =i 510 |ures of which is below 450
Low hydrogen . <0.18 0.60-5.00 |3.80-6.50| <0.030 | <0.040 | 14.00-21.00 | 6.50-12.00 3.50-7.00 o o 0.50-1.20 >37 Surfacing and sealing surface for high pressure valves working temperature of which
CHRS47Mo Sodium e F Der 0.14 1.40 4.25 0.006 | 0.020 17.28 10.30 4.98 0.85 <250 47.0 is below 600
Low hydrogen } <0.18 1.00-2.50 |2.00-3.20| <0.030 | <0.040 | 14.00-20.00 | 8.00-12.50 3.50-7.00 <1.50 <2.80 0.50-1.20 - >37 Surfacing and sealing surface for high pressure valves working temperature of which
CHRTMOA] ™ gogium | DOSKS0141-2004 11 F ber 0.13 131 260 | 0010 | 0027 | 1600 9.63 6.10 0.68 200 073 454 lisbelow 600
CHR577 Low hydrogen JIS DF-ME F DC+ <l.10 12.00-18.00 | <2.00 o - 12.00-18.00 <6.00 <4.00 o o - <3.00 >28 Surfacing and sealing surface for middle temperature high pressure valves working
Sodium GB/T 984 EDCrMn-C-15 1.00 13.70 1.24 14.30 0.13 3.30 = 322 temperature of which is below 510
. GB/T 984 ED EV, 2.50-4.50 o o o o 3.00-5.00 o 3.00-5.00 o o - - >55 Surfacing parts of agricaltural machinery and mining equipments worn and inpacled
SIS Girghits Z-A1-08 omH |ACOrDCH Thgo 4.80 420 592 by grits.
CHR618 Graphite DGS K 501.51-2004 OFI,-IVi-I AC or DC+ <4.00 1.00-2.50 — <0.030 | <0.050 | 15.00-25.00 — 3.00-6.50 — — = <6.00 >48 Surfacing parts worn by grit, air, water at normal and middle temperature.
Low hydrogen R 1.50-3.50 <1.00 . - - 22.00-32.00 L L o . o >45 Surfacing structures of high temperature and high temperature wear resistance corro-
CEIREES Potassium GRSt EDZCEA . AOCTIDCY 2.20 0.12 29.00 =20 51.2 sion resistance. Such as hydraulic turbine vanes, parts of high pressure pump, etc.
. 1.50-3.50 <1.00 - o - 22.00-32.00 o o o o o >45 Surfacing structures of high temperature and high temperature wear resistance corro-
Gl e GG LD CHER ¥ ACEIDC 2.20 0.15 28.00 LY 53.0 sion resistance. Such as hydraulic turbine vanes, parts of high pressure pump, etc.
. 1.50-3.50 8.00-10.00 >50 . .. . .
CHR678 Graphite GB/T 984 EDZ-B1-08 F AC or DC+ 1.60 — — — — — — — — 3.60 — <1.00 540 Surfacing of parts for mining machinery and crusher machinery.
CHR698 Graphite | GBT9S4EDZ-B2-08 | F  |ACorDCH| S _ — — | = | Fw — _ — R — <3.00 209 |Surfacing of mining machinery and mud pump.
Low hydrogen 1.50-3.00 <2.00 <4.0 40.00-50.00 Fe >60 Surfacing of rock strong wear resisting parts, such as concrete mixer vanes, bulldozer
S Sodium e F S 2.70 1.33 0.51 B B B - B B 43.00 - Rem. 64.6 and vanes, excavater vanes.
Welding Rods for Cast Iron
. Standard & Typical Chemical Composition of Deposited Metal (%)
Item Code Type of Electrode Equivalent Norm ;Vel.ctl.mg zype S Applications
osition urrent c Mn Si S P \% Ni Cu Fe
Oxide flux with AWS A5.15 ESt EV, <0.15 <0.60 <0.15 <0.040 <0.040 : Repair welding defects of normal cast iron and old steel ingot model used over a long period
CHC100 carbon steel core | GB/T 10044 EZFe-2 o | ACerDCH 1 Gos0 030 0.15 0.013 0.014 — - - Remain | time, non machinable.
Graphite with AWS A5.15 ECI EV, 2.00-4.00 <0.75 2.50-6.50 <0.10 <0.15 — — — Remain . . . o .
CHC208 carbon steel core GB/T 10044 EZC OH,H ACorDCH 2.70 0.40 420 0.004 0.016 0.005 0.005 0.027 73.900  |For repair welding defects of gray cast iron, which is non machinable.
. . . Others Suitable for repair cracked or worn castings and surfacing welding, as well as joining cast
Graphite with AWS A5.15 ENi-CI EYV, <2.00 <1.00 <2.50 <0.030 >90.0 <8.0 . o . . . .
CHC308 e el s I1SO 1071-E C OHLH AC or DC+ 0.59 0.07 1.50 0.004 = <1.0 9510 — 021 iron parts with dissimilar metals. The (kpu_SlFed metal is very good machinable and with a
0.14 high toughness and excellent crack resistibility.
CHC408 Graphite with AWS A5.15 ENiFe-CI EV, AC or DC+ <2.00 <2.50 <4.00 <0.030 . O<tllle(;s 45-60 <2.50 Remain Suitable for repairing or surfacing cracked and worm parts made of gray cast iron or ncdular
nickel-ferro core ISO 1071-E C NiFe-CI-A OH,H 0.71 0.24 1.00 0.007 0 2 5 55.16 0.055 42.70 iron, as well as joining cast iron with dissimilar metals. It is machinable.
Graphite with AWS A5.15 ENiCu-B EV, Others . . . . L. . .
CHC508 monelmetal core 1SO 1071-E C NiCu-B OHH AC or DC+ 0.35-0.55 <2.30 <0.75 <0.025 — <1.0 60-70 25-35 3.0-6.0 Repair welding grey iron casting strength of which is not so highly required.
Welding Rods for Copper or Copper Alloy
. . - . Mechanical Properties of
0,
S P . ) Standard & Typical Chemical Composition of Deposited Metal (%) IR B M
Item Code Type of Covering quivaien ciams ypeo Tensile ) Applications
Norm Position | Current . . . Elongation
C Mn Fe Si S P Ni Pb Ti Other Elements Strength A4 (%)
Rm (MPa) .
CHCul07 Low hydrogen AWS A5.6 F DC+ >95.0 <3.00 . <0.50 - <0.30 - <0.020 . FetAl+Ni+Zn >170 >20 Mainly for welding copper structures, such as conductive lugs, heat exchangers, and it could
Red copper core ECu 98.00 0.29 0.15 0.011 0.004 <0.50 260 29 surface marine corrosive carbon steel parts also.
CHCu307 lee titania GB ECuNi-B F DC+ Remain <2.50 <250 <0.50 <0015 <0.020 | 29.0-33.0 | <0.020 <0.50 Pb+Zn 350 20 Suitable for welding structures of 70-30 Cu-Ni alloy or 70-30 Cu-Ni alloy with 645-  steel
Cu70Ni30 alloy core <0.50 clad metal.




ATLANTIC WELDING CONSUMABLES

Welding Rods for Nickel or Nickel Based Alloy

Standard & Typical Chemical Composition of Deposited Metal (%) Standard & Tygf;éxgglﬁr;(ﬁl Properties of
Item Code LIEO? Equivalent Norm Wel'd ng el Tensile . Applications
Electrode Position | Current . . ) Other Ele- Elongation
C Mn Si Fe S P Ni Cu Nb+Ta Al Ti Cr Strength Akv Value (J)
ments Rm (MPa) A4 (%)
. - . It is suitable for welding forging parts of pure nickel (UNS N02200, UNS
Lime titania AWS A5.11 ENi-1 EV, <0.10 | <0.75 | <1.25 | <0.75 | <0.02 | <0.03 | >92.0 | <0.25 <1.0 1.04.0 >410 >20 . . o .
CHN102 Pure nickel core| 130 14172-ENi2061 | OHH A€ P 1 0054 | 020 | 0.80 | 0.24 | 0.004 | 0.009 | 940 | 0.054 | 0.17 142 - Sh5 470 37 - Effiggj‘;‘y’;agtflsrt‘ézlp;:rfs ‘X‘:;tfgf‘i‘:s?’;ifafﬁf;?te NiFe or surfacing
CHN317 Low hydrogen AWS A5.11 ENiCrFe-1 EV, DC+ <0.08 | <3.50 | <0.75 | <11.0 [<0.015|<0.030 | >62.0 | <0.50 | 1.5-4.0 - - 13.0-17.0 <0.50 >550 >30 . It is suitable for welding NiCrFe alloys (UNS N06600, UNS N06601),
yarog ISO 14172-ENi6062 OH,H 0.015 2.65 0.39 5.37 | 0.008 | 0.005 [ 72.1 | 0.012 2.88 15.76 - 640 43.5 composite NiCrFe alloys. Also for dissimilar metals.
CHN327 Low hvdrogen AWS A5.11 ENiCrFe-2 EV, e <0.10 {1.00-3.50( <0.75 | <12.0 [<0.020|<0.030 | >62.0 | <0.50 | 0.5-3.0 — Mo 0.50-2.50| 13.0-17.0 <0.50 >550 >30 - It is suitable for welding NiCrFe alloys (UNS N08800, UNS N06600)and
yarog ISO 14172-ENi6133 OH,H 0.026 2.84 0.42 6.0 | 0.006 | 0.009 | 70.71 | 0.055 1.12 0.044 1.81 15.77 - 610 42 for welding dissimilar metals.
. Suitable for welding structures made by UNS N06600 NiCrFe alloy,
AWS A5.11 ENiCrFe-3 EV, <0.10 |5.00-9.50| <1.00 |<10.00 [ <0.015|<0.030 [ >59.0 | <0.50 | 1.0-2.5 <1.00 13.0-17.0 >550 >30 e S . o )
(CIEINERSY Low hydrogen | 100" 14172-ENi6182 | ofH | D€ | 0030 | 690 | 040 | 5.00 | 0.008 | 0.008 | 70.00 | 0.062 | 1.50 - 0.101 1600 | =030 620 43 o fﬁ’s‘l"é’ﬁiﬁﬁgﬂ% oy and dissmiar metels of kel alloy with secl
Low hvdrogen FV. Mo Suitable for welding 9%Ni alloy steel. It can be used for welding corrosion
CHN347 Sogiumg AWS A5.11 ENiCrFe-4 Oﬁ i—l DC+ <0.20 | 1.0-3.5 | <1.0 | <12.0 {<0.020|<0.030| <60 | <0.50 [ 1.0-3.5 — 1035 13.0-17.0 <0.50 >650 >20 — resisting & heat-resisting nickel alloy as well as dissimilar steel. Also
i e hardfacing could be done.
CHINEST Low hydrogen | AWS A5.11 ENiCrMo-3 | EV, posr | S010 | SLO <075 | 7.0 |<0.020|<0.030| 255 | <0.50 [3.15415| | Mo80-10020.0-23.0| Co<0.12 >760 >30 196 230 f(‘)‘r‘;alz)l:iti";lvivgﬁ}[ggaﬁ?CgfSfoffi‘ii:sg&iﬁgﬁgi@sﬂﬁ?ﬁoﬂﬁh e
Sodium ISO 14172-ENi6182 OH,H 0.017 0.50 0.35 | 5.20 | 0.010 | 0.005 60 | 0.040 3.30 85 21.0 0.050 790 35 50 Alsopsurfacing g t ’
Low hydrogen | AWS A5.11 ENiCrMo-6 | FEV, <0.10 {2.00-4.00| <1.00 | <10.0 |<0.020 [<0.030| >55 | <0.50 [ 0.5-2.0 Mo05.09.0 | 12.0-17.0 | W 1.0-2.0 >620 >35 -196 >30 |Suitable for welding Ni9%(UNS K81340) alloy,dissimilar steels as well as
CHN367 DC+ —
Sodium ISO 14172-ENi6620 OH,H 0.017 | 3.20 0.18 5.5 | 0.010 | 0.005 60 0.10 0.86 7.00 13.80 1.30 680 40 130 welding problem metals.
Flux Cored Wires
Standard & Typical Chemical Composition of Deposited Metal (%) Standard & Typical Mechanical Properties of Deposited Metal
. Welding .
Item Code Equivalent Norm . Current . . Tensile . Akv Value (J) Applications Approvals
Position . . Postweld | Yield Point Elongation .
C Mn Si S P Cr Ni Mo \% . Strength Tem Shield Gas
Condition | ReL (MPa) Rm (MPa) A4 (%) c p)) Joule
CHTo611 AWS A5.36 E6ITI-CIAZ F,VD, DC+ - <L75 <0.90 | <0.03 <0.03 - - — — AW 2330 430-600 222 0 247 120 co Suitable for all position as well as vertical down welding for -
ENISO 17632-A-T35 2PC1H10 OH,H 0.055 0.90 0.30 0.008 0.02 . o . . 430 505 29 220 100 2 mild steel structures.
AWS A5.36 E70T1-C1A0 <0.12 <1.75 <0.90 | <0.03 | <0.03 — — — — >390 490-670 >22 It is suitable for flat or horizontal filler of structures fabricated
CHT701 ENISO 1 6.32 A-T42 2RC3HIO0 FHF DC+ AW -20 >22 70 CO, by thick or medial thick armor plate with 490MPa grade tensile —
N 7632-A- 0.06 140 | 045 | 0011 | 0.018 | — — — — 450 545 28 sirength.
o o o o ~ It is suitable for flat or horizontal filler of higher tensile, better
CHT70B AWS AS.36 ETOTS-C1A2 FHEV | DC+ 012 | S | 090 | 003 | 2003 AW =39 490-670 2 30 227 co crack resisting mild steel structures fabricated by 490MPa -
ENISO 17632-A-T42 3BC3H5 [ - 150 2 grade tensile strength steels. Also it could be vertical up weld-
0.07 1.50 0.50 0.013 | 0.018 — — — — 435 545 28 2 hich anele below 45°
g on which angle below 45°.
<0.12 <1.75 <0.90 | <0.03 | <0.03 — — — — >39() 490-670 >22 It is suitable for flat or horizontal filler of higher tensile, better
CHT70BM N T P EHEV | DC+ AW 30 227 75-80%Ar + |crack resisting mild steel structures fabricated by 490MPa o
ENISO 17632-A-T42 3BM3HS5 T 0.07 146 0.50 0013 | 0018 A5 S50 28 150 balance CO, |grade tensile strength steels. Also it could be vertical up weld-
. . . - - — — — — ing on which angle below 45°.
CCS,LR,
CHT711 ENISO 17 632 A-T42 2PC1H10 O’H H’ DC+ AW CO, 490MPa grade tensile strength steel, such as ships, pressure| GL,DNV,
o ’ 0055 | 135 | 040 | 0009 | 0.018 | — | — — — 440 535 32 20 |27 110 VESTEIE, TS TSI Ve 3, 6 R
_ <0.12 <1.75 | <0.90 | <0.03 | <0.03 — — — — >390 490-670 >22 -20 >27 200 It is widely used in structures fabricated by mild steel and
CHT711M AU SN PO EVD, DC+ AW ZSISO AT 490MPa grade tensile strength steel, such as ships, pressure| BV,CWB
ENISO 17632-A-T42 2PMIHI0 | OHH 0.055 1.3 040 | 0009 | 0.018 | — — — — 440 540 30 120 alance CO, | yessels, machinery, bridges and so on.
o <0.12 <1.75 | <0.90 | <0.03 | <0.03 — <0.5 — = >390 490-670 >22 Suitable for structures fabricated by mild steel or 490MPa
CHT71Ni EN?S%S g%gg_iq,};% f}’l(?lz;—ll 0 OFI’-IVi-I DC+ AW -40 28207 Cco, grade tensile strength steels, such as pressure vessels, ships, LI]{)’I/\?\B}S’
> 0.04 1.30 0.35 0.015 0.02 — 0.45 — — 425 520 30 offshore drilling platforms, pipelines and so on.
It is suitable for flat, horizontal filler or vertical up welding on
AWS A5.36 ESOT5-C1AZ-G - z1.0 - <0.03 | =0.03 - - - _ 2470 550-690 219 >7 which angle below 45°, higher tensile, better crack-resisting
CHTS80B ENISO 1 7 632-A-T46 3BC3H5 FHE,V DC+ AW -30 150 CO, structures that fabricated by 550MPa grade tensile strength, —
e 0.07 15 05 0.013 | 0.018 _ 02 _ _ 480 560 30 heat resistant low alloy steels, such as ships, pressure vessels of]
) ) ) ) ) ) petroleum chemical, bridges, etc.




ATLANTIC WELDING CONSUMABLES

Standard & Typical Chemical Composition of Deposited Metal (%) Standard & Typical Mechanical Properties of Deposited Metal
. Welding L
Item Code Equivalent Norm .. Current ) ) Tensile . Akv Value (J) Applications Approvals
Position . . Postweld | Yield Point Elongation .
C Mn Si S P Cr Ni Mo v Condition | ReL (MPa) Strength A4 (%) Temp. Shield Gas
Rm (MPa) 4 C) Joule
It is suitable for flat, horizontal filler or vertical up welding
AWS A5.36 ESOTS.C1PZ.B2 0.05-0.12| <1.25 <0.80 | <0.03 | <0.03 | 1.0-1.5 — 0.4-0.65 — PWHT >470 550-690 >19 - on zhich angle below 4&15°,fhli)gher zlegsile strength,dbeﬁter
. - - 2 crack-resisting structures that fabricated by 550MPa grade heat o
CHT80B2B ISO 17634-B-T55T5-0C-1CM FHEV [ DC+ 25 180 o, resistant low alloy steels, which work temperature lower than
0.06 0.80 0.30 0.010 | 0.012 1.15 _ 0.45 — 690°C X1h 510 600 24 52%? .Welded piece should be preheated to 150-300°C before
welding.
0.05-0.12| <1.25 | <0.80 | <0.03 | <0.03 | 1.0-1.5 | — | 0.4-0.65 — PWHT >470 550-690 >19 Suitable for welding 550MPa grade heat resistant low alloy
CHTS81B2 AWS A5.36 E8IT1-C1PZ-B2 EV, DC+ 25 >27 co steel structures,which work temperature lower than 520 C -
ISO 17634-B-T55T1-1C-1CM OH,H 5 75 2 €.g.15CrMoR (1%Cr-0.5%Mo). Welded piece should be pre-
0.058 0.80 0.25 0.01 0.011 1.15 — 0.45 — 690°C X1h 550 630 23 heated to 150-300°C before welding.
0.05-0.12| <I1.25 <0.80 | <0.03 | <0.03 | 1.0-1.5 — 0.4-0.65 — PWHT >470 550-690 >19 Suitable for welding 550MPa grade heat resistant low alloy
CHT81B2M AWS A5.36 E81T1-M21PZ-B2 EV, DC+ 25 >27 75-80%Ar + |steel structures,which work temperature lower than 520 C .
ISO 17634-B-T55T1-1M21-1CM H,H 1 I e.g.15CrMoR (1%Cr-0.5%Mo). Welded piece should be pre-
SO 1763 ¢ OH, 0.06 0.80 0.25 0.01 0.011 1.15 — 0.45 — 690°C X1h 555 635 24 00 balance CO, hegated to 150-3(00?0 beforg wel)ding. P P
0.05-0.12| <1.25 <1.0 <0.03 | <0.04 | 4.0-6.0 | <0.40 | 0.4-0.65 | Cu<0.50 PWHT >470 550-690 >19 It is suitable for fabricate structures made by 550MPa grade
AWS A5.36 E§1T1-C1PZ-B6 EV, >27 a y grac
CHT81B6 i DC+ 25 ~ CO, Cr5Mo steel. Welded piece should be preheated to 150-300°C —
LR ULEE S LBING (E-a i U | 0 O 006 | 075 | 025 | 001 | 0011 | 42 | 0015 | 052 0.02 | 745CX2h | 530 640 20 9 before welding.
g 5 <0.15 |0.5-1.75| <0.80 | <0.03 | <0.03 | <0.15 | 1.0-2.0 — — >470 550-690 >19 It is used in structures fabricated by 550MPa grade tensile
CHTS81K2 Ig‘g%‘zg;%gﬁ; ;&?1121%3 (fI:IVi-I DC+ AW -30 ?ﬂ CO, strength steel, such as ships, pressure vessels, machinery,| ABS,DNV
R=R - 2 > 0.05 1.35 0.35 0.008 | 0.017 0.02 1.45 — — 495 580 28 bridges, offshore drilling platforms and so on.
0.80- g g g §
o N <0.12 <150 | <0.80 | <0.03 | <0.03 _ <0.35 — >470 550-690 >19 It is used in structures fabricated by 550MPa grade tensile
CHTSINil ENAI\éVg '?;63362]_3:_1; 41 6 3C llli?if’CI\IIII}HO OFI’-IVi-I DC+ ~ ~ - - - 1.10 ~ AW - ~ -30 29207 Co, strength steel, such as ships, pressure vessels, machinery, —
’ 0055 | 135 | 035 [0005 ] 0015 ] — [ 095 | 0.0 — 520 605 25 bridges, petrochemical industry and so on.
1.75- It is used in structures fabricated by S50MPa grade tensile
CHTSIND AWS A5.36 E81T1--C1A2-Ni2 EV, - <0.12 <1.50 <0.80 | <0.03 | <0.03 — 575 — — AW >470 550-690 >19 40 >27 o iv;trc(aingth steel,guch als S}gps’ prei‘?u}{e VedSSTlls, me}cl}jnery, B
EN ISO 17632-A-T46 42NiPC1H10| OH,H 90 2 ridges, petrochemical industry, offshore drilling platforms,
0.05 1.30 0.35 0.008 | 0.017 — 2.20 — — 485 580 28 etc.
Suitable for welding 600MPa grade 25%Cr-1%Mo
0.05-0.12| <1.25 | <0.80 | <0.03 | <0.03 | 2.0-25 —  10.90-1.20 — PWHT >540 620-760 >17 (l%CrZMolR) }:;at resiégtant low auo§ steel struc(;ures, v&fhich
CHT91B3 NS 2900 IBISCI /2R L DC+ 25 227 co work temperature below 550 °C , such as high temperature, -
ISO 17634-B-T62T1-1C-2C1M OH,H 60 2 high pressure pipes, chemical industry equipment, petroleum
0.06 0.80 0.25 0.012 | 0.018 2.26 — 1.06 — 690°C X1h 600 730 20 thermal cracking equipment, etc. Welded piece should be pre-
heated to 150-300°C before welding.
. K <0.15 |0.5-1.75| <0.80 | <0.03 | <0.03 | <0.15 | 1.0-2.0 | <0.35 <0.05 >540 620-760 >17 Suitable for welding structures fabricated by 600MPa grade
CHT91K2 /?S\gsl ;%653.23-6B-]§F9517EEF1-011CA £_§32 OFI’-IVi-I DC+ AW -20 27207 Co, tensile strength steel, such as ships, pressure vessels, machiner- —
2 0.05 1.45 0.40 0.013 | 0.018 | 0.022 1.55 0.13 0.012 560 650 23 ies, petroleum & chemical industries, bridges etc.
o o o o o Mainly for flat and horizontal fillet welding structures fabricat-
CHT70C6 L EH, DC+ =012 L7 | <090 | =008 | =008 i i = 30 527 70 | 75-85%Ar+ |ed by mild steels or 4990MPa tensile strength steels, e.g. ships, -
ISO 17632-B-T493T15-0M21A | HE, VD B = balance CO, |automobiles, pipes, machinery and so on. Vertical down weld-
0.05 1.45 0.76 0.018 | 0.015 - - - - - 450 550 27 : ing could be performed if take lower current.
Suitable for welding structures fabricated by 18Cr8Ni (SUS
<0.04 0.5-2.5 <1.0 <0.03 | <0.04 |18.0-21.0/9.0-11.0f <0.5 Cu<0.50 — — >520 >35 304, SUS 304L) metal, which carbon contained in the weld
FH joint lower than 0.04%, such as facilities of medical apparatus,
CHT308L AWS A5.22 E308LT1-1 HF’ V’D DC+ -20 55 CO, foodstuff industry, petrochemical industry, fertilizer industry CCS
> and pressure vessels. The integrative welding performance of]
0.03 1.74 0.60 0.003 | 0.016 19.29 9.34 0.034 0.08 — — 570 40 it is very good and the weld metal has good heat resistance and
excellent intercrystalline corrosion resistance.
12.0- Suitable for welding dissimilar joint consisting of stainless
EH <0.04 | 0.5-25 | <1.0 <0.03 | <0.04 |22.0-25.0 14.0 <0.5 Cu<0.50 — — >520 >25 stleel Witlh carbon stee%or low }';ﬂloy stleel éis well af for weldin%
_ ,H, : ~ ply steel structures of petrochemical industry. Also it is use
CHT309L S 5 2 JEIEILT =) HF, VD LD 20 >3 Co, for surfacing inner transition metal of pressure vessels of nu- ccs
0.027 1.68 0.58 0.003 | 0.018 | 23.82 12.39 0.08 0.07 — — 545 39 clear reactor. The weld metal has excellent crack resistance and
good corrosion resistance.
11.0- Suitable for welding important stainless steel structures of]
EH <0.04 0.5-2.5 <1.0 <0.03 | <0.04 |17.0-20.0 14.0 2.0-3.0 | Cu<0.50 — — >485 >30 equipment (?fpetm%hert[ligaly syréﬂ];etic fibre, chemiczzl fertilizer
. >, : | or storage devices that fabricated by 18Cr12Ni2Mo (SUS 316,
GRS L S A0 2 JEBIGILT =) HF, VD DC+ 20 33 Co, SUS 316L) steel. The mechanical properties of its deposited ccs
0.033 1.74 0.57 0.004 | 0.018 18.54 11.98 2.32 0.08 — — 545 40 metal are stable and the weld joint has excellent heat resistance
and intercrystalline corrosion resistance.
FH, St || @92 | S0 || S || Sl PR nssl00) 2=l | Gl _ _ =690 =20 Used for welding important structures of petrochemical indus-
Sl P2 e Ol HF, VD %S o o 1), try that fabricated by SUS 2209 duplex steel. -
> 0.033 1.01 0.61 | 0.0036 | 0.015 | 22.906 | 8.1901 | 3.1589 0.022 — — 764 30.5 y P )




ATLANTIC WELDING CONSUMABLES

Solid Wires for MAG / MIG Welding

Chemical Composition of Wire (%, typical) Mechanical Properties of Deposited Metal (Typical)
. Weldi L
Item Code Equivalent Norm Poesitilgtgl Current i ) Tensile . Akv Value (J) Application Approvals
. . Postweld | Yield Point Elongation .
C Mn Si S P Cr Ni Mo Cu Other Condition | ReL (MPa) Strength A4(%) | Temp Shield Gas
Rm (MPa) ° (ﬂc ) Joule
AWS A5.18 ER70S-7 EV, Single-pass & multi-pass welding for structures fabricated b
CHW-50C BS EN ISO 14341-A-G 42 Z C G4Sil OFLH DC+ 0.08 1.97 0.72 0.019 | 0.020 | 0.020 | 0.021 — | 0.20 <0.5 AW 425 545 30 25 135 CO, 500MPa tensile strength carbon steels or low alloy steels. Crac —
BS ENISO 14341-B-G49A Z C G7 resistance of weld is satisfactory.
AWS A5.18 ER70S-2 445 540 25 60 co, Single-pass & multi-pass welding and butt or fillet structures fab-
. EV, Al Ti Zr ricated by 450MPa or S00MPa tensile strength mild steel or low,
- -A- + . . . . . . <0. - —
Lty %SS %% IISS% 11?‘33111_%_?} i%/i 3Cé} %}"51 OH | bE iy LU Ul G | e 0.08 0.11 0.08 2L <05 = 465 550 27 2t 30 ngr((zg(())(é’))_'— glé(s)y steels. Particularlly for the welding environment with impuri-
A o
AWS A5.18 ER70S-3
BS EN ISO 14341-A-G 38 4 M G2Sil EV, CO,(20%) + Suitable for single-pass & multi-pass welding and butt or fillet
CHW-50C3 BS ENISO 14341-B-G 49A 4 M G3 OILH DC+ 0.099 1.11 0.62 0.011 | 0.015 | 0.020 | 0.021 | 0.007 | 0.18 |V 0.008 AW 435 540 29 -40 90 A (80"/0 ) structures made of 450MPa and 500MPa tensile strength steel, inf CWB, TUV
CSA W48-01 ER49S-3 ) |particular for high speed welding sheet steel, e.g. automobile.
JIS Z3312 YGW16
AWS AS.18 ER70S-6 < < < < < < N S
BSENISO 14341-A.G 423 CG3Sil |y il i i eaceal = B Ll i e <0.03 2375 490-660 222 247 For welding of structures fabricated by 500MPa tensile strength| CCS, LR, ABS,
CHW-50C6SM| BS ENISO 14341-B-G 49A 2 C G6 OH H DC+ 0.01 AW -20 CO, mild steels or low alloy steels. It is widely used in marine contain-| GL, NK, BKI,
CSA W48-01 ER49S-6 0.078 1.53 0.85 | 0.010 | 0.011 | 0.022| 0.029 |0.008 | 0.12 425 540 30 102 ers, vehicles, ships and machinery. CWB
JISZ3312 YGW12
Particularly for high speed backing welding for huge pipe lines that
AWS AS.18 ER70S-G EV. Ti fabricated by X65 or X70 steels as well as other structures made
CHW-50C8 BS ENISO 14341-B-G49A 3 C G11 OHH DC+ 0.10 1.45 0.71 0.013 | 0.011 0.15 — — 0.14 <0.5 AW 440 560 30 -30 75 CO, by 450MPa or 500MPa tensile strnegth carbon steels or low alloy —
JISZ3312 YGWI11 > : steels, such as engineering machinery, bridges, high pressure ves-
sels and so on.
AWS A5.28 ER80S-B2 505 610 21 90 CO, Suitable for structures fabricated by 1.25Cr-0.5Mo serlesfpearhtlc
a BS EN ISO 21952-A-G (CrMolSi) EV, o PWHT heat-resisting low alloy steels such as heavy equipments of thermal -
Ll ey BS ENISO 21952-B-G 1CM3 OH,H b s L2z e L e 12l WY Gl <05 690°C X1h 2 CO,(20%) + power stations and nuclear power stations, petroleum & chemical
JISZ3317 YGICM 545 645 23 130 A2r(80°/‘.)1 ) industries which working temperature is below 550°C .
CO,20%) Sultélible }Eor structures 1fabn?lated byll ZS%I-O iMo -0.25V series
EV, A% PWHT 20%) + |pearlitic heat-resisting low alloy steels such as heavy equipments o
CHRESB2Y AWS A5.28 ER805-G OH H L 0.081 1.36 0.70 QLOL0S{10.012 3125 0.26 0.61 1| 0.15 =0.5 730°C X2h 640 20 20 2 70 Azr(SO%) of thermal power statlgons and nuclear power stations, petroleum &
chemical industries which work temperature is lower than 550°C
AWS A5.28 ER80S-B6 480 605 22 90 Co, ble & ding b I |
a JIS 73317 YG5CM EV, - PWHT It is suitable for welding heat resisting structures, especially widely -
CHW-55B6 BS EN ISO 21952-A-G CrMo5Si OH,H D g Llella e LE bl S U | G <05 745°C X2h = CO,(20%) + |be used on the refining equipment of petroleum 1ndustry
BS EN ISO 21952-B-G (5CM) 485 615 24 1201 ™ AT(80%)
SENTSO 14341 A.0 46 SM G 475 370 27 70 co. ble f hat fabricated by low all
BS ENISO 14341-A-G46 SM G3Nil | E)V, Ti It is suitable for important structures that fabricated by low alloy -
CHW-55C1 | BSENISO 14341-B-G 55SASMGN2 | of,H | PCT | 0.084 1.06 053+ 1F0.010°0.010°10.07 1150.93 1100211 02155 39 s ] =3 110 | COL20%) + [steels with low temperature (-45C ) toughness.
JIS 23315 YGLI4A (A) 85 580 30 0 | " Ax(80%)
It is widely used in structures fabricated by 550MPa or 600MPa
BS ES%%%Z%EEIIS{?GOSS—SA3 M EV, Ti S iy 21 e Lo, high tensile strength low alloy steels, e.g. X70, 62CF, 15MnMo,
CHW-60C GIMIT OH iy | DC+ 0.07 1.70 0.60 0.008 | 0.013 0.15 — 0.18 | 0.21 <0.5 AW -30 etc. such as heavy machine equipments, bridges, vehicles, sky- —
JIS 73312 YGW19 ’ 550 650 24 35 CO,(20%) + |scrapers and so on. the welded piece should be tempered at 310°C
Ar(80%) [not shorter than 2 hour after welding.
AWS A5.28 ER90S-B3 550 680 20 80 Co, Suitable for structures fabricated by 2.25Cr1Mo series pearlitic
BS EN ISO 21952-A-G CrMo2Si EV, o PWHT heat-resisting low alloy steels such as thermal power projects, -
LLilteezas BS EN ISO 21952-B-G (2C1M3) OH i b e nez e ke bl 22l Litsr | 2t =0 690°C X1h = CO,(20%) + nuclear & space projects, petroleum & chemical projects which
JIS 73317 YG2CM 585 705 19 122 Azr(SO% ) working temperature is below 580°C .
For multi-pass welding of heavy structures made by 550MPa or
a ’ EV, Ti&B N C0O,(20%) + |600MPa high tensile strength low alloy steels such as hydro-proj- -
CHW-65A AWS A5.28 ER80S-G OHLH DC+ 0.06 1.60 0.60 0.006 | 0.010 | 040 | "o | 020 | 0.12 <0.5 AW 515 615 28 20 110 Azr(80% ) lects and thermal power projects, petroleum & chemical projects as
well as heavy engineering machinery
For multi-pass welding of heavy structures made by 550MPa or|
g AWS A5.28 ER80S-G EV, Ti&B N 600MPa high tensile strength low alloy steels such as hydro-proj- o
CHW-65C BS ENISO 14341-B-G 55A 3 C GN1 OH H DC+ 0.06 1.64 0.61 0.006 | 0.011 Few 0.70 019 [ 0.1 <05 AW 510 605 27 20 120 Co, ects and thermal power projects, petroleum & chemical projects as
well as heavy engineering machinery
AWS A5.28 ER100S-G - - 630 720 21 70 CO, For \lwel;hnggt (;lflheav%ll strutctulres mhade I?yd690MPa-t7201\éHt)1? hlg}i
2 R 3 i | ensile strength low alloy steels such as hydro-projects and thermal -
CHW-70C BS EN ISO 14342111\/[13?’TG 57A2 M GN OMLH DC+ 0.083 1.72 0.62 0.008 | 0.014 | 4, 1.14 | 042 | 0.24 <0.5 AW 20 COL20%) + [power projects, petroleum & chemical projects,heavy engineering
650 750 23 95 Azr(SO% ) [machinery as well as heavy trucks.
EV, PWHT CO,(20%) + |For multi-pass welding of heavy structures made by 760MPa grade -
CHW-80C AWS A5.28 ER110S-G OFLH DC+ 0.074 1.75 0.47 0.004 | 0.008 | 0.30 | 2.11 0.54 | 0.20 <05 |310°C XIh 665 775 23 -40 90 Azr(SO%) high tensile low alloy steels, ¢.g. heavy engineering machinery.




ATLANTIC WELDING CONSUMABLES

Solid Wires for MIG Welding

Chemical Composition of Wire (%, Typical) Mechanical Properties of Deposited Metal (Typical)
. Welding Lo
Item Code Equivalent Norm Position Current Vield Point Teasile Elongation Applications
C Mn Si S P Cr Ni Mo Cu Others Strength go Akv Value (J) Shield Gas
Rp02 (MPa) A4 (%)
Rm (MPa)
. AWS A5.9 ER307Si EV, o o Suitable for welding structures fabricated by high tensile strength steels
CHM-307Si BS EN 1SO 14343-A-G 18 8 Mn OMLH DC 0.077 6.88 0.77 0.009 0.02 19.12 8.57 0.04 0.16 605 425 25 100 97Ar+3%0, Bl T o e s T 7 s i
AWS A5.9 ER308 . . . e
CHM-308 BSENISO 14343-B-SS308 o | DC | 005 | 179 | 048 | 0013 | 0022 | 1972 | 9.40 | 0.008 | 0.09 — — 580 42 — 98%Ar+2%0,  [Lor CEISNIS, Cri8NiL2, CraONil0 austenitic stainless steels, such as 301
JIS 73321 Y308 ’ 5 , etc. esp y 304.
AWS A5.9 ER308L Suitable for extra-low carbon 00Cr19Ni10 structures. Also it could
BS EN ISO 14343-A-G(199L) EV, fabricat 0Cr18Nil0Ti structures, which working temperature lower than
Ll BS ENISO 14343-B-SS308L grg | DE | @Rl QA BN BRI IR | SR e | 00 - - 2l ‘e - 98%Art2%0; 1300 . E.g. synthetic fibre, fertilizer & chemical industrial equipment
JIS 73321 Y308L and so on.
AWS A5.9 ER308LSi FV. Suitable for extra-low carbon 00Cr19Ni10 stainless steels structures,
CHM-308LSi BS EN ISO 14343-A-G(19 9 L Si) OHH DC 0.021 1.77 0.79 0.010 0.018 19.70 9.85 0.005 0.17 — — 575 43 — 98%Ar+2%0, |which need better resistance to inter-crystal corrosion, e.g. synthetic fibre,
BS EN ISO 14343-B-SS308LSi > petrochemical chemical industrial equipments.
LS Aol B Suitable for welding similar chemical composition stainless steel
BS ENISO 14343-A-G(22 12 H) FV,
CHM-309 BS EN ISO 14343-B-SS309 OI:I i—I DC 0.06 2.05 0.40 0.011 0.020 23.83 13.26 0.007 0.06 — — 580 39 — 98%Ar+2%0, structures and dissimilar steel, e.g. Cr19Nil0 with mild steel, as well as
JIS 73321 Y309 > for welding high Mn and High Cr steels.
AWS A5.9 ER309L For welding extra low carbon stainless steel structures with sililar
BS EN ISO 14343-A-G(23 12L) EV, o - - chemical composition, such as synthetic fibre, petrochemical equipment
CHM-309L BS EN ISO 14343-B-SS309L OH,H DC 0.026 211 038 0.008 0.017 23.56 12.30 0.006 0.15 570 38 98%Ar+2%0, as well as nuclear reactor. Also it could be used for dissimilar steel
JIS 73321 Y309L welding.
AWS A5.9 ER309LSi For welding extra low carbon 00Cr22Nil2 stainless steel structures, such
CHM-309LSi BS EN ISO 14343-A-G(23 12 L Si) OFIiIVi-I DC 0.024 2.11 0.68 0.011 0.015 | 23.56 12.31 0.004 0.16 — — 560 40 — 98%Ar+2%0, |as synthetic fibre, petrochemical equipment as well as nuclear reactor.
BS EN ISO 14343-B-SS309LSi > Also it could be used for dissimilar steel welding.
BS ENAI\SVOS ?2394?_ 1}\3_%}22 520) EV For welding Cr25Ni20 stainless steels structures, which provide good
CHM-310 BS EN ISO 14343-B-SS310 Of—l H DC 0.09 1.65 0.53 0.020 0.014 | 26.80 | 21.40 | 0.006 0.18 — — 605 37 — 98%Ar+2%0, |oxidation corrosion resistance and heat resistance. Also it could be used
i ? for dissimilar steel welding and for welding high Cr, high Mn steels.
JIS 73321 Y310
AWS A5.9 ER316 Mainly for welding structures in chemical industry and power engineering
) EV, that made by Cr19Ni12Mo2 stainless steels such as AISI316,SUS316.
CHM-316 BS EI\}IISS(23%421?A$§]136SS316 OMLH DC 0.052 2.08 0.52 0.012 | 0.019 | 18.74 | 11.30 2.18 0.09 — — 580 33 — 98%AI+2%0, | A1co it could be used for structures made by high Cr steel and dissimilar
steels, which do not need to PWHT.
AWS A5.9 ER316L Mainly for welding structures in chemical industry and power engineer-
CHMAIGL | P5ENIs0 14343-bssaieL | oigit | DC | 0025 | 205 | 048 | 0009 | 0018 | 1854 | 1150 | 218 | 007 | — — 570 u — | 98AN2%0; |GG ATt could be used for siactares made by high Cr siel and
JIS 73321 Y316L ’ dissimilar steels, which do not need to PWHT.
AWS A5.9 ER316LSi EV Suitable for welding extra-low carbon 00Cr19Ni12Mo2 austenitic stain-
CHM-316LSi BS ENISO 14343-A-G(19 12 3 L Si) OHH DC 0.025 2.10 0.85 0.006 | 0.015 18.50 11.50 2.18 0.070 — — 580 35 — 98%Ar+2%0, |less steel structures and it shows a excellent corrosion resistance. Mainly
BS EN ISO 14343-B-SS316LSi ? for chemical industrial equipments.
AWS A5.9 ER321 L . o .. .
EV, : It is suitable for welding structures made by 1Cr18Ni9Ti austenitic stain-
CHM-321 BS EI\}IISS(Q?’;AZ?A?;I;SSHI OFLH DC 0.028 1.85 0.45 0.010 | 0.019 | 18.92 9.25 0.007 0.07 Ti 0.34 — 575 40 — 98%Ar+2%0, less steel as well as the one with similar composition.
AWS A5.9 ER347
BS EN ISO 14343-A-G(19 9 Nb) EV, It is suitable for welding structures made by 1Cr18Nil1Nb austenitic
ULy BS EN ISO 14343-B-SS347 OH,H e 052 1.81 0.1 0.0085{0-021 20.01 10:01 0.006 0.10 N0 o 283 39 o I8%Ar+2%0; stainless steel as well as the one with similar composition.
JIS 723321 Y347
CHM-409 BS BRI e R 5409 oftir | DC | 0034 | 029 | 023 | 0003 | 0.021 | 1232 | 026 | 0.04 | 0.061 | Ti 0.6 — — — — 97%Ar+3%0, |Particularly for welding thin sheet in exhaust system of automobile.
AWS A5.9 ER410
CHM-410 B NG s sy | omu | pe | 006 | 047 | 038 | 0012 | 0011 | 1290 | 020 | 003 | 017 — — 540 35 — 98%Ar+2%0, Suitable for welding Cr13 stainless steels.
JIS 723321 Y410
AWS A5.9 ER410NiMo FV. Mainly for welding structures made by martensitic stainless steels, such
CHM-410NiMo BS ENISO 14343-A-G 13 4 OfLH DC 0.013 0.66 0.50 0.008 | 0.011 12.85 4.79 0.630 0.021 — 735 850 17.5 0°C 80 98%Ar+2%0, |as 0Cr13Ni5Mo, 15Cr13, 08Cr13 and 08Cr13Al, e.g. the rotating wheel
BS EN ISO 14343-B-SS(410NiMo) ’ of hydraulic turbine, valves or pumps.
; AWS A5.14 ERNiCrMo-6 EV, Cu0.07 | Fel.46 Mainly for welding Nickel base alloys. Also it could be used for problem
CHM-NiCrMo-6 1IS 73334 YNiCrMo-6 OMLH DC 0.006 2.60 0.37 0.002 | 0.015 15.12 | Balance | 5.80 |\ 108! w133 410 675 37 -196°C 150 | Ar+30%He+0.5%CO, alloys, copious cooling steels and dissimilar metals.




ATLANTIC WELDING CONSUMABLES

Solid Wires for TIG Welding

Chemical Composition of Wire (%, typical)

Mechanical Properties of Deposited Metal (Typical)

Item Code Equivalent Norm Wel.d _1ng Current . . Tensile . Akv Value (J) Application
Position . . Postweld | Yield Point Elongation .
C [ Mn | Si S P Cr Ni Mo Cu Other Condition |ReL (MPa) Strength A4(%) Temp. Shield Gas
Rm (MPa) ® (C) Joule
AWS A5.9 ER308 . . . .. .
CHG-308 BSENISO 14343-B-SS308 oii | DC 005|179 [ 048 [0.013/0.022| 1972 | 940 | 0.005 0.06 — AW — 580 42 — ar  [For CriBNiS, Cri8Ni12, CraONil0 austenitic stainless steels, such as 301,302 & 308,
JIS 73321 Y308 : ete. especially 304.
BS ENAIVSVS A123943E_ i?gvg (]i 991) EV. Suitable for extra-low carbon 00Cr19Ni10 structures. Also it could fabricat 0Cr18Ni-
CHG-308L BS EN ISO 14343-B-SS308L OHH DC |0.024| 1.72 | 0.48 {0.010{0.018| 19.76 9.83 0.006 0.06 — AW — 560 45 — — Ar 10Ti structures, which working temperature lower than 300 . E.g. synthetic fibre,
JIS 73321 Y308L > fertilizer & chemical industrial equipment and so on.
BS EN %\331/235,493 _51_2&]032 12 H) EV. Suitable for welding similar chemical composition stainless steel structures and dissim-
CHG-309 BS ENISO 14343-B-5S309 OILH DC 0.06 | 2.05 | 0.34 [0.011]0.020| 23.83 13.26 0.008 0.06 — AW — 580 39 — Ar ilar steel, e.g. Cr19Ni10 with mild steel, as well as for welding high Mn and High Cr
JIS 73321 Y309 ’ e
BS EN?%X(])S ?4533355-3\2?% 12L) FV, For welding extra low carbon stainless steel structures with sililar chemical composi-
CHG-309L BS EN ISO 14343-B-SS309L OHLH DC |0.026] 2.11 | 0.38 |0.008|0.017 | 23.56 12.31 0.006 0.07 — AW — 570 38 — — Ar tion, such as synthetic fibre, petrochemical equipment as well as nuclear reactor. Also it
JIS 73321 Y300L > could be used for dissimilar steel welding.
BS ENAi\SVg ?23%‘3]?2_3\}\,0(2 520) EV For welding Cr25Ni20 stainless steels structures, which provide good oxidation cor-
CHG-310 BSENISO 14343-B-SS310 OILH DC 0.09 | 1.65 | 0.53 |0.015]0.021| 25.81 20.34 0.020 0.08 — AW — 610 38 — Ar rosion resistance and heat resistance. Also it could be used for dissimilar steel welding
JIS 73321 Y310 > and for welding high Cr, high Mn steels.
AWS A5.9 ER316 EV. Mainly for welding structures in chemical industry and power engineering that made
CHG-316 BS EN ISO 14343-B-SS316 OHH DC 0.04 | 1.71 | 0.52 [0.009(0.018| 18.54 11.50 2.18 0.08 — AW — 600 31 — — Ar by Cr19Nil2Mo2 stainless steels such as AISI316,SUS316. Also it could be used for
JIS 73321 Y316 i structures made by high Cr steel and dissimilar steels, which do not need to PWHT.
AWS A5.9 ER316L Mainly f i in chemical ind q incering th g
BSENISO 14343-A-W(19 12 3 L) FV. ainly for welding structures in chemical industry and power engineering that made
CHG-316L BS EN ISO 14343-B-SS316L, OILH DC [0.025| 1.71 | 0.48 {0.009|0.018| 18.54 11.50 2.18 0.09 — AW — 580 32 — — Ar by 00Cr19Nil12Mo2 stainless steels such as AISI316L,SUS316L. Also it could be used
JIS 73321 Y3161 > for structures made by high Cr steel and dissimilar steels, which do not need to PWHT.
AWS A3 ER321 EV, Itis suitable for welding structures made by 1Cr18Ni9Ti austenitic stainless steel as
CHG-321 BS EN ISO 14343-B-SS321 OILH DC |0.028| 1.85 | 0.45 {0.010|0.021| 18.92 9.25 0.007 0.08 Ti 0.34 AW — 575 40 — Ar Il as th 'th si g'l nade by
JIS 73321 Y321 s well as the one with similar composition.
AWS A5.9 ER347
BS EN ISO 14343-A-W(19 9 Nb) EV, It is suitable for welding structures made by 1Cr18NilINb austenitic stainless steel as
CHG-347 BS EN 1SO 14343-B-SS347 OFLH DC 0.05 | 1.81 | 0.51 [0.008|0.021| 20.01 10.10 0.009 0.12 |Nb 0.59 AW — 585 39 — Ar el a fho one with Stmilar compostion.
JIS 73321 Y347
AWS A5.9 ER410
BS EN ISO 14343-A-G(13) EV, Suitable for Cr13 stainless steels. The base metal should be tempered at 850°C for 2
CHG-410 BS EN ISO 14343-B-SS410 OMLH DC 0.06 | 0.47 | 0.38 {0.012(0.011| 12.90 0.20 Nb0.81 0.17 — AW — 540 35 — — Ar s i,
JIS 73321 Y410
AWS A5.18 ER70S-G FV. ‘Widely used for structures fabricated by 500-550MPa tensil strength low alloy steels of
CHG-52T J1S 73316 YGT50 OfLH DC |0.090| 1.45 | 0.78 [0.012]|0.014| — — — 0.14 Ti 0.17 AW 440 560 30 -30 75 Ar X60,X65,X70,18Nb and 12 ~ 16Mn etc. such as bridges,heavy engineering machi-
9 nary, vehicles, skyscrapers, petroleum & chemical industry equipment and so on.
AWS A5.18 ER70S-3
BS EN 1668-W 38 4 W2Si . . .
CHG-53 1SO 636-A-W 38 4 W2Si aii | pe 0099|111 [ 0.62 [0.011]0.015] 0.020 | 0021 | 0007 | 018 |V 008 | AW 435 540 29 40 | 120 Ar  [Forstructures fubricated by S00MPa grade tensil strength mild steels or low alloy
1SO 636-B-W 49A 4 W3 s steels, e.g. bridges, vehicles and so on.
JIS 73316 YGT50
BS ENAI\g/ 8 AZSiQZ 58 255\8;8 %-C]?l%/Io 1Si) EV Suitable for structures fabricated by 1.25Cr-0.5Mo series pearlitic heat-resisting low
CHG-55B2 BS EN 1SO 21952-B-W 1CM3 OHH DC |0.076| 1.15 | 0.67 |0.007|0.015| 1.25 — 0.50 0.20 — AW 505 620 23 25 80 Ar alloy steels such as high press steam pipes of boiler or steam turbine which work tem-
JIS 73316 YGTICM > perature is lower than 510°C .
EV. Suitable for structures fabricated by 1.25Cr-0.5Mo-0.2%V series pearlitic heat-resisting
CHG-55B2V AWS A5.28 ER80S-G OHH DC |0.080| 1.35 | 0.70 {0.010(0.012| 1.25 — 0.58 0.20 vV 0.27 AW 515 640 22 25 85 Ar low alloy steels such as high press steam pipes of boilers, nuclear reactors, petrochemi-
> cal equipments which work temperature is lower than 510°C .
BS EI\? \IZ%AZS 12922]5_ iff&? _CB;i/I 05Si EV. PWHT It is widely used for superheaters, heat exchangers, pipes of industry boilers as well
CHG-55B6 BS EN ISO 21952-B-W (5CM) OHLH DC |0.080| 1.14 | 0.65 |0.009]0.013| 5.10 — 0.58 0.12 — 740 X2h 470 610 22 25 180 Ar as high pressure vessels that fabricated by 5% Cr-0.5% Mo heat resisting low alloy
JIS 73316 YGT5CM ’ et
AWS A5.28 ER80S-Nil
BS EN 1668-W 46 5 W3Nil EV, ; Suitable for structures fabricated by low alloys steels, which has low temperature
CHG-55C1 1SO 636-A-W 46 5 W3Nil OnLH DC [0.084| 1.06 | 0.53 {0.010|0.010| 0.070 0.93 0.001 0.21 Ti 0.010 AW 430 520 30 -45 200 Ar (MR AL [ R
ISO 636-B-W 55A 5 WN2
AWS A5.18 ER70S-6
BS EN 1668-W 42 3 W3Sil FV. Suitable for single-pass or multi-pass welding for structures fabricated by 500MPa ten-
CHG-56 ISO 636-A-W 42 3 W3Sil OHH DC 0.07 | 1.47 | 0.90 [0.011{0.012| 0.020 0.021 0.007 0.18 V 0.008 AW 430 530 29 -30 90 Ar sil strength mild steels or low alloy steels, e.g. vehicles, containers, bridges, machinary
ISO 636-B-W 49A 3 W6 > and so on.
JIS 73316 YGT50




ATLANTIC WELDING CONSUMABLES

Chemical Composition of Wire (%, typical) Mechanical Properties of Deposited Metal (Typical)
. Welding .
Item Code Equivalent Norm o Current i Application
A Position . . Postweld | Yield Point e Elongation AR . .
C [ Mn | Si S P Cr Ni Mo Cu Other Condition |Rel. (MPa) Strength A4(%) Temp. Shield Gas
Rm (MPa) Q C) Joule
BS ES\iVSSOAg '129%2]?1&_9\%86?&02& EV PWHT Suitable for structures fabricated by 2.25Cr-1Mo series heat-resisting low alloy steels
CHG-62B3 BS ENISO 21952-B-W (2C1M3) Of—I i—l DC 0.09 | 0.92 | 0.65 |0.006(0.013| 2.30 0.002 1.04 0.27 — 690 Xlh 575 680 23 25 90 Ar (T22/P22, 10CrMo0910, STBA24/STPA24). Such as high press steam pipes of boilers
JIS 73316 YGT2CM > which work temperature is lower than 580°C .
: Suitable for superheaters and re-superheaters belong to subcritical, critical or supercrit-
CHG-91 BS ENIS0 Sash oy | orti | DC {0.084] 0.92 | 0.18 |0.006]0.006 9.00 | NG70 1 Me 106 1 Q00N voos | LEWEL 1 590 680 20 25 80 At [ical boilers, which fabricated by martensite heat-resisting T/P91 alloy steel. The tensile
i ) ’ ) strength in 630°C high temperature achieves 340MPa.
: It is suitable for welding structures fabricated by high temperature resisting low alloy
AWS A5.28 ER90S-G EV, Cr 9.56 | Ni 0.62 | Mo 0.64 | Cu 0.027 | V 0.23 PWHT
CHG-92 BS EN ISO 21952-A-W CtMoWV12Si| OFLH DC 0.12 | 0.84 | 0.29 |0.006[0.007 Co 0.88 INb 0.067| Al 0.020 | N 0.063 | W 1357| 760 X4h 660 755 24 25 210 Ar steels such as 996 Cr-1.5% W-Mo-Nb-N, T/P92 orNF6016,and the structures have
long service period under a working temperature of 650°C .
BS %¥§ ?658-1\% 1?2{720\8&;‘7‘&1 FV. Suitable for single-pass or multi-pass welding for structures fabricated by 500MPa ten-
CHG-S5 1SO 636-A-W 42 Z W4Sil OHLH DC |0.087| 1.88 | 0.77 {0.006(0.015| 0.020 0.021 — 0.14 — AW 445 545 31 25 127 Ar sil strength mild steels or low alloy steels, e.g. vehicles, containers, bridges, machinary
ISO 636-B-W 49A Z W12 and so on.
EV, - PWHT R It is suitable for pressure vessels of high temperature separators and recycle hydrogen
CHG-SH AWS A5.18 ER70S-G OHH DC 0.10 | 1.45 | 0.89 |0.005{0.011| 0.020 0.048 0.002 0.16 620 Xih 390 510 32 30 210 Ar knockout drums that fabricated by 16Mn (HIC) stegls.
. AWS A5.14 ERNiCrMo-6 EV, Cu0.07 | Fe 1.46 Mainly for welding Nickel base alloys. Also it could be used for problem alloys, copi-
CHG-NiCrMo-6 1S 73334 YNiCrMo-6 OH.H DC 0.006| 2.60 | 0.37 {0.002]|0.015| 15.12 | Balance 5.80 Nb 1.08 | W 133 AW 440 640 40 -196 180 Ar ous cooling steels and dissimilar metals.
Solid Wire for Oxyfuel Gas Welding
Chemical Composition of Wire (%)
Item Code Diameter (mm) AWS A5.2 Applications
C Mn Si S P Cu Cr Ni Mo Al
Standard <0.08 <0.50 <0.10 <0.035 <0.040 <0.30 <0.20 <0.30 <0.20 <0.02
CHW-G1 2.0-5.0 R45 Filler metal in oxygen gas welding for mild steels especially for steel sheets.
Typical 0.07 0.4 0.018 0.011 0.014 0.04 0.04 0.02 0.01 0.01
Solid Wires for Submerged Arc Welding
Chemical Composition of Wire (%) Mechanical Properties of Deposited Metal  (Typical)
Item Code| Equivalent Norm - Application Remark
. . Combined | Welding . Postweld | Yield Point | Lensile Elongation | Akv Value (J)
C Mn Si S P Cr Ni Mo Cu FI Positit Current |Equivalent Norm Conditi ReL, (MP Strength A4 (%
ux osititon ondition eL (MPa) Rm (MPa) (%) C | Joule
CHF43/
DC+ or AWS A5.17
AWS AS.17EL12 CHF43 F AW 360 450 29 -20 80 . . . CHW-S1
BSEN 756 S1 Standard | 0.04-0.14 | 025:0.60 | <0.10 | <0.030 | <0.030 <035 Sl B Suitable for welding structures fabricated by 450MPa | Loy
LD 1SO 14171-A-S1 Typical | 007 0.40 0018 | 0011 | 0014 | — - - 0.10 tensil sitengitistcel especiallAighispeed welding oSS G ag s
1SO 14171-B-SU11 carsol | B | DCror| ANSASD AW 425 530 29 o | 70 |hinplate,eg LPG cylinder ABS, GL, BY,
DNV & NK
AWSAS.17EMI2 CHF101 p | DCror | AWSASI7 AW 370 470 30 20 | 120 i CHF101/
CHWS) BS EN 756-52 Standard | 0.06-0.15 | 0.80-125 | <0.10 | <0.030 | <0.030 | B | <035 AC | F6AOEMI2 i‘;;:ﬁeifr’gfgiﬁfggsssﬁj}fzg o fg’é?gggfﬁ:sm CHW-S2
1SO 14171-A-S2 Typical 0.066 0.88 0.022 0.013 0.010 0.020 0.021 0.075 2 ] > > d b
1SO 14171-B.SU22 ypica CHF103 F Dgfcor %\Xi /%Iffl 1172 AW 360 480 31 40 110 |vessels as well as LPG cylinders. aggrso\gNﬁ/
curior | F | DGror | AWSASIT AW 440 530 30 20 | 150 (IO
AC F7A0/EH14 CHW-S3
AWSAS1TEHI4 Suitable fi de by 500MPa-550MPa tensil db
BSEN 756 S3 Standard | 0.10-0.20 | 1.70-220 | <0.10 | <0.030 | <0.030 <0.35 uitable for structures made by S00MPa- a tensile| approved by
CHW-S3 1SO 14171-A-S3 Typical 0.13 1.87 005 | “0011 | “0.013 0018 0.015 — 0.020 strength steels, such as ship hulls, bridges, pressure CCS,
1SO 14171-B- SU33 yp : : : : : : ’ . vessels and H-beam structures. LR,ABS,GL,
CHF105 F D || ANBesLs AW 430 510 28 40 | 120 BV.DNV,
F7A4/EH14 NK,CWB




ATLANTIC WELDING CONSUMABLES

Chemical Composition of Wire (%) Mechanical Properties of Deposited Metal ~ (Typical)
Item Code| Equivalent Norm ; Application Remark
C Mn Si S P Cr Ni Mo cu | Combined | Welding | 0 fp o Norm| Postweld | Yield Point S];fgsllfh Elongation Akv Value (J)
Flux | Posititon . Condition | ReL (MPa) | "o | A4(%) [0 [ Joule
AWS A5.17 EM13K . .
: Suitable for structures fabricated by S00MPa-550MPa
BS EN 756-S2Si2 Standard | 0.06-0.16 | 0.90-1.40 | 0.35-0.75 | <0.030 | <0.030 <0.35 DC+ or AWS A5.17 : . .
CHW-$4 1SO 14171-A-S2S2 Typical 0.089 101 061 0016 | 0.016 — — — 0110 CHF101 F AC F7AOQ/EMI3K AW 425 535 32 -20 110 |tensile strelngthdsgetl)s, such as ship hulls, bridges, pres- —
ISO 14171-B- SU25 sure vessels and H-beam structures.
For welding structures made by 450MPa-500MPa
AWS A5.17 EHI2K Standard | 0.06-0.15 | 1.50-2.00 | 0.25-0.65 | <0.025 | <0.025 — — <0.35 DC+ or AWS A5.17 :
CHW-S5 1SO 14171-B-SU42 Typical 0.084 184 065 0009 | 0.020 0.020 0.021 — 0.046 CHF101 F AC F7AO/EH12K AW 450 590 26 -20 85 |tensile strength carbon steel or low alloy steels , such as —
boiler, bridges, pressure vessels and so on.
For welding structures made by 450MPa-500MPa
AWS A5.17 EH11IK Standard | 0.07-0.15 | 1.40-1.85 | 0.80-1.15 | <0.030 | <0.030 <0.35 -
CHW-S6 BSISO 14171-B-SU31 Typical 0.08 1.49 0.84 0009 | 0.014 — — — 0.18 — F DC+ — — — — — —  |tensile strength carbon steel or low alloy steels , such as —
boiler, bridges, pressure vessels and so on.
AWS A523M EA3 CHF101 F DC+ FA6\2X;821?55AZ3311\X/I3 6 2}:)\%}131 h 570 660 25 220 95  [Suitable for fabricating important structures made by —
CHW-S7 BE EN 756-S3Mo Standard | 0.05-0.17 | 1.65-220 | <0.20 | <0.025 | <0.025 o o 0.45-0.65 | <0.35 e 690MPa tensile strength low alloy steels that need high
1SO 14171-A-S3Mo Typical 0.070 1.70 0.18 0.007 | 0.010 0.020 0.52 0.11 AWS A5.23M PWHT toughness, e.g. BHW35, WEL-TEN70, HW56, SM570,
1SO 14171-B-SU4M3 CHF113 F DCt | FeaPAFA3-A3 | 620C x1h 600 690 24 -40 60 |ete. —
Widely be used in important structures of thick hull
Standard | 0.05-0.15 | 0.40-0.80 | 0.05-0.30 | <0.025 | <0.025 [2.25-3.00 0.90-1.10 | <0.35 AWS A5.23M PWHT pressure vessels of nuclear reactors, equipment of
I AWSASIMEB3 | “fynical | 0090 | 0.80 0.15 | 0010 | 0011 | 26l - 101 | oo | CHFe03 1 DC* | F5spz-EB3-B3 | 690°C xah | 473 I = 25 | 85 | etro-refining, hydrocracking, acrospace engineering, -
steam pipes of thermal power station and so on.
AWS A5.23M EA4 . o . L
Specially for fabricating huge diameter pipe line by
BS EN 756-S3Mo Standard | 0.05-0.17 | 1.20-1.70 | <0.20 | <0.025 | <0.025 0.45-0.65 | <0.35 AWS A5.23M : -
CHW-S9 1SO 14171-A-S3Mo Typical 0.080 1.30 020 0.008 | 0011 — — 047 0.20 CHF101GX F DC+ F55A3-EA4-A2 AW 540 630 24 -30 80 16&82;[}8’21 gtcegsﬂe strength low alloy steels that require =
1SO 14171-B-SU3M3 )
It is used to important structures made by 650MPa-
AWS A5.23M EF3 800MPa tensile strength steels, such as high pressure
CHW-SI10 | ISO1417-ASINilMo | Spencert | 00508 | 12401 2030 S | B 1 o 120k | “Den | s | CHFL0S F Do+ | AWSASZM | PWHT 1 660 735 2% 30 | 70 |vessels, heavy machinery, bridges, petrochemical in- —
I1SO 14171-B-SUN2M31 P ’ ' ’ ’ ’ ’ ’ ’ ’ dustry equipment, engineering machines, cranes, heavy
trucks and so on.
For welding structures fabricated by 1.2Cr-0.5Mo pearl-
Standard | 0.07-0.15 | 0.45-1.00 | 0.05-0.30 | <0.025 | <0.025 [1.00-1.75 - 0.40-0.65 | <0.35 AWS A5.23M PWHT itic heat resistant steels e.g. equipments of petrochemical -
CERERILE | ARSI | s | e 0.15 | 0007 | 0011 | 136 048 | 022 | CHFIOS I DCt | pssp3-EB2-B2 | 690C x1h | 490 i = -30 | 100 i\ dustry, thermal power plant and nuclear power plant
made by 13CrMoA, 15CrMo, 12CrMo.
AWS A5.17 EM12K DC+or AWS A5.17 ) . o B
BS EN 756-S25i Standard | 0.05-0.15 | 0.80-1.25 | 0.10-0.35 | <0.030 | <0.030 | - <35 | CHFI01 F AC | FTA4/EMI2K AW 420 >10 31 40| 110" Suitable for fabricating normal strength structures made
CHW-S12 g : — by 450MPa-500MPa tensile strength mild steels, e.g.
ISO 14171-A-S2Si Typical 0.08 1.06 0.22 0.014 | 0.016 0.025 0.026 0.10 DC+ or AWS A5.17 LPG cvlinder
ISO 14171-B-SU21 CHF301 F AC FIAOEMI2K AW 430 540 28 -20 70 y - —
AWS A5.23M ENi3
BS EN 755 S2Ni3 Standard <0.13 | 0.60-1.20 | 0.05-0.30 | <0.020 | <0.020 | <0.15 |[3.10-3.80 o <0.35 AWS A5.23M PWHT Suitable for welding structures made by low temperature -
CHW-S13 | 150 14171-A-S2NB | Typical | 0.09 1.00 0.15 | 0009 | 0011 | 003 | 345 oy | CEEIBLIY) DC | r4gp7-ENi3-Ni3 | 620C xon | 480 260 2 70 | 80 Jeervice alloy steels, which contains 2.5Ni or 3.5Ni.
1SO 14171-B-SUN7
AWS AS.17 EH14 . .
Suitable for structures made by S00MPa tensile strength
BSEN 756 S3 Standard | 0.10-0.20 | 1.70-220 | <0.10 | <0.030 | <0.030 o - <0.35 AWS A5.17 : oy 505
CHW-S14 1SO 14171-A-S3 Typical 010 173 0.02 0006 | 0.009 0016 0037 — 0.18 CHF101 F DC+ F7A4-EH14 AW 415 520 32 -40 120 Etleels and hleiait I_cl:izckl_ng r5381st1_n§%1 of itis hm;mh beétz ’ —
1SO 14171-B- SUR3 an normal wire since it has much lower .
AWS AS.17EM12 . .
Suitable for structures made by 450MPa tensile strength
BS EN 756-S2 Standard | 0.06-0.15 | 0.80-1.25 | <0.10 | <0.030 | <0.030 . o <0.35 AWS A5.17 ; oy %A
CHWSIS | 150 14171-A-52 Typical | 0080 | 09I 002 | 0005 | 0008 | 0020 | 0021 | — | 0056 | CHFIOL | F DCH 1 FeA2-EMI12 AW = L 30| 30 | 150 stechs and heat cracking resisting of it s much better -
1SO 14171-B-SU22 an normal wire since it has much lower .
AWS A523M EA2 Suitable for fabricating important structures made by
BE EN 756-S2Mo Standard | 0.05-0.17 | 0.95-1.35 | <0.20 <0.025 | <0.025 0.45-0.65 | <0.35 AWS A5.23M PWHT 650MPa tensile strength low alloy steels, such as cranes,
CHW-816 | 19014171-A2Mo | Typical | 0.09 1.10 0.15 | 0008 | 0010 | — - 053 | o011 | CHFIOI 1 DCt | pssp2-EA2-A4 | 620C x1h | 290 Sl e 20 | 100 11 cavy trucks & engineering machinery,bridges and high -
ISO 14171-B-SU2M3 pressue vessels, etc.
AWS A5.17 EL8 : ] :
Suitable for welding structures fabricated by 450MPa
BS EN 756-S1 Standard <0.10 [ 0.25-0.60 | <0.07 | <0.030 | <0.030 <0.35 AWS A5.17 ‘ . .
CHW-S18 1SO 14171-AS1 Typical 0.07 0.40 0018 0011 0.014 — — — 0.10 CHF43 F DC+ F6AO-ELS AW 360 455 30 -20 75 gg;l:sstsr;rrlgdsl trs;el,h e.g. LPG cylinder or ship struc- —
1SO 14171-B-SU11 gth.
For welding structures made by 1Cr-0.5Mo pearlitic
AWS A5.23M PWHT heat resistant steels that working temperature is lower
CHW-S19 AWSA523M EG Tl 0.139 0.57 0.260 0.004 | 0.012 0.950 0.040 0.49 0.16 CHF101 F DC+ F55P2-EG-B2 | 620°C x1h 535 620 25 -20 150 | ihan 500°C i it iy e e ik e o —
petroleum refining plant and so on.




ATLANTIC WELDING CONSUMABLES

Chemical Composition of Wire (%) Mechanical Properties of Deposited Metal ~ (Typical)
Item Code| Equivalent Norm ; Application Remark
C Mn Si S P Cr Ni Mo cu | Combined | Welding | 0 fp o Norm| Postweld | Yield Point S];fgsllfh Elongation Akv Value (J)
Flux | Posititon . Condition | ReL (MPa) | "o | A4(%) [0 [ Joule
Cr 8.00-
C0.07- 10.00 Mo 0.80- |Cu<0.10 Specially for welding superheaters and re-superheaters
Standard | 0.130.09 | Mn<1.25| <030 | <0.010 | <0.010 9.18 <1.00 | 1.10098 | 0.12 AWS A5.23M PWHT belong to subcritical, critical or supercritical boilers of
CHW-91 AWSASZBMEBY | “pojeal | ND.03- | 125 020 | 0.006 | 0010 | V0.15 | 073 | Nb0.02- |Al<0.04| CHFOI L DC* | F62PZ-EB9-BY | 760°C x4h | 70 e 2L 20 | 90 |hermal power plants, which fabricated by martensite -
0.07 0.06 0.25 0.100.07 | 0.024 heat-resisting T/P91 alloy steel.
0.23
Suitable for welding 550MPa tensile strength tructures,
Standard o - - - - o - o - DGSK 1101.51- which require extra lower S & P in weld metal, especial- o
LA SIS AD G Typical 0.088 1.70 0.058 0.008 | 0.011 0.30 0.12 IS I LD 2004 A wel 2ol 20 =l et ly for spiral or longitudinal welded huge diameter pipe
made by X65, X70 steels.
It is mainly for welding pipe lines fabricated by X80
Standard AWS A5.23M steel. Also it could be used for other structures made
CHW-SG4 | AWSASZMEAd | “qoiol | 01085 163 027 | o002 | o008 | - 032 | ogs |CHFI02GX| F DCt | pera2-EAd-A4 | AW 350 650 25 -10 | 160 1 Yrioh strength, high toughness low alloy steels, e.g. -
WPHY 80.
It is suitable for pressure vessels of high temperature
Standard AWS A5.17 PWHT
CHW-SH AWSA523M EG : o = == = = == = — — | CHF102SH F DC+ 5 410 520 32 -30 150 |separators and recycle hydrogen knockout drums that —
Typical 0.080 1.58 0.100 0.002 | 0.005 0.170 0.182 0.13 F7P2-EG 620°C x2h fabricated by 16Ma. (HIC) steels,
AWS A5.9 ER308 19.50- 9.00- . S
CHW-308 11S 73324 YS308 S]Eanglarlcl g%gg 1.010;123.50 0.38)-3%65 %06(2)360 S()Ob()2310 2200 11.00 500.1705 %)1715 CHF260 F DC+ o AW - 580 40 o __ |For wel{l(ling au;ten(litl.ct: Etamlegsfsteﬁl sctlguc_tures tllllat {e- o
BSENISO 14343-B-5s308|  Typical I d L I I 19.81 945 L L quire acid proof and it be used for hardfacing rolls also.
AWS A5.9 ER308L
JIS 73324 YS308L 19.50- 9.00-
CHW-308L, [BSEN SO 14343-A-G(1991)| Standard | =003} 1.00-2.50 | 0.30-0.65 | <0.030 | <0.030 | 57, | ji099 | 075 | =075 | cppeoy F DC+ _ AW _ 530 ) — | — [For welding extra low carbon Cr18Ni8 stainless steel. —
Typical 0.023 1.68 0.59 0.011 | 0.019 041 0.20
BSENISO 20.88 9.12
14343-B-SS308L
AWS A5.9 ER309 : : :
23.00- 12.00- For welding Cr22Ni12 stainless steel. The weld metal
CHW-309 BS EI\?IEOZ ?3324‘;18(}383 12H) S]Ean??;{i S()06162 1'020 625‘50 0'38) '3(2"65 500001360 %06%380 25.00 14.00 — 5001705 CHF601 F DC+ — AW — 540 38 — — |shows a good heat resistance & corrosion resistance —
BS EN 1SO 14343-B-58309 yp ’ : ’ : ’ 23.83 13.26 ’ feature. Also it could be used in dissimilar steels.
AWSA59 ER309L
JIS 73324 YS309L 23.00- | 12.00- : : :
CHW-309L | BS ENISO [433-A-G(23 121) Standard <0.03 | 1.00-2.50 | 0.30-0.65 | <0.030 | <0.030 | “5< 0 14.00 o <075 | cHF601 F DC+ - AW - 530 39 - __ |For welding extra low carbon Cr24Nil3 stainless steel. -
Typical 0.026 2.11 0.38 0.016 | 0.014 0.13 It could be used for root welding also.
BSENISO 23.56 12.31
14343-B-SS309L
AWS A5.9 ER310 : : :
25.00- | 20.00- For welding Cr25Ni20 stainless steel. The weld metal
JIS 73324 YS310 Standard | 0.08-0.15 | 1.00-2.50 | 0.30-0.65 | <0.030 | <0.030 <0.75 - g :
CHW-310 BSENISO 14343-A-G2520)| Typical 0.09 1.90 033 0015 | 0.014 gggg %%28 — 0.12 CHF601 F DC+ — AW — 560 40 — — ?gshvlizrsea good heat resistance & oxidation resistance —
BSENISO 14343-B-SS310 : : :
AWS A59 ER316 18.00- | 11.00- 5 : 5
cHwats | szeaysils | SRR | S8 | LOPESO ) 00005 | TR Tors | 2000 | 1400 | 200 SIS crpeon F DC+ _ AW — 540 38 — | — |t e e —
BSENISO 14343-B.5S316|  Typica I . L I I 1927 1270 . L metal has very good heat crack resistance character.
AWS A5.9 ER316L
JIS 73324 YS316L 18.00- 11.00- For welding extra low carbon Cr18Nil2Mo2 stainless
CHW-316L | BSENISO 143349 1231)| Standard | =003 1 1.002.50 1 030065 | <0.030 | <0.030 | 5509 | 1400 |2003.00 <075 | cHpeol F DC+ — AW _ 530 39 — | — |steel. The weld metal has excellet heat crack resistance —
BSENISO P : : : : ’ 18.73 12.50 : ’ & corrosion resistance character.
14343-B-SS316L
AWS A59 ER317 18.50- 13.00- Suitable for fabricating stainless steel containers that
CHW:317 | Jiszad4yssiy | Standard | <008 11002501 0.30-065 | <0.030 | <0030 | 5550 | ys00 |300%00) 0751 chpeor F DC+ — AW — 550 38 — | — |resisting corrosion of vitriol,ammonia, sulfurous acid or —
BSENISO 14343-B58317 | ' YP : : : : : 1930 | 14.20 : : salt, etc.
AWS A5.9 ER347 19.00- 9.00-
JIS 73324 YS347 Standard <0.08 | 1.00-2.50 | 0.30-0.65 | <0.030 | <0.030 ; ; . <0.75 o o o _ |For welding important resisting corrosion structures o
CHW-347 | BSENISO 1434-AG(199Nb)|  Typical | 0.06 1.84 041 | 0018 | 0020 | 220 | LY | Nboso | oz | CHFOOL . . L = =t made by 1Cr18Ni9Ti stainless steels.
BS ENISO 14343-B-SS347 ) )
AWS A5.9 ER410 11.50-
JIS 73324 YS410 Standard <0.12 <0.60 <0.50 | <0.030 | <0.030 N <0.60 <0.75 Hard facing surface of structures made of 0Cr13 or
CHW-410 | g ENISO 14343-A-G(13)| Typical | 0.10 0.47 042 | 0011 | 0016 | 1730 | 020 — Tl || e . L — Al — = = — | = |1Cri3 stainless stels. —
BS ENISO 14343-B-SS410 )
21.50- Mo 2.50- It is used for welding structures of chemical carriers and
Standard <0.03 | 0.50-2.00 | <0.90 <0.030 | <0.030 : 7.50-9.50(3.50 3.23| <0.75 DGS K 901.71- facilities of petrochemical, sea water desalinization, salt
SR AR 2L Typical 0.01 1.52 0.60 0.007 | 0.011 %338 9.27 N 0.08- o0 | CHEGOLA 1 e 2007 AW 650 770 28 >0 0 works, nuclear energy that fabricated by duplex stainless o
) 020 0.09 steels.




Flux/Wire Combinations for Submerged Arc Welding

ATLANTIC WELDING CONSUMABLES

Chemical Composition of Deposited Metal (%, Standard or Typical) Mechanical Properties of Deposited Metal (Standard & Typical)
Flux/wire Combination Norm of Combination T}l:}fe ot Current Tensiile Application Approvals
ux . . Postweld | Yield Point Elongation
C Mn Si S P Cr Ni Mo Cu Conditi ReL (MPa) Strength A4 (%) Akv Value (J)
ondition & 3 | Rm (MPa) )
S;V]gl\?‘ ; 5167—SF g?g/g]l\; é% Standard >330 415-550 >22 220°C  >27 |Suitable for welding 450MPa tensile strength mild steels
CHF101/CHW-S2 SO 14171-A-S 35 2 FB S2 Sintered | DC+ or AC Typical 0&6 1_14 0_18 0&4 0&8 0&0 0&1 — 00_70 AW _370 470 _30 1o ~  |or low alloy steels such as 16Mn,16MnCu, etc. Widely | CCS, NK
ISO 14171-B-S 43A 2 FB SU22 . . . . . . . . for manufacturing LPG cylinders.
AWS AS.17 FTAO/EH14 >400 480-650 >22 20°C >27 |Itis applied to structures fabricated by 550MPa tensile CCS, LR,
BS EN 756-S 38 2 FB S3 - Standard | — — — _ — — _ = = = : : ABS, GL,
CHFI01/CHW-S3 1S0 14171-A- 38 2 FB 83 | Sintered | DCHorAC oo™ 0050 | 1.60 032 | 0010 | 0.020 0.015 0004 | | 0.040 AW 430 525 30 1so  [Smeneth steels, such as ship hulls, bridges, pressure ves- | gy py;
1SO 14171-B-S 49A 2 FB SU33 ' ' ' ' ' ' ' ' e NK, CWB
B%%%%éjg%@%@%%% 5 Standard >400 480-650 >22 220°C  >27 |Itis applied to weld 500MPa tensile strength structures,
CHF101/CHW-S4 4 5 530 Sintered | DC+ or AC ical - - . - - - - — — AW such as bridges, pressure vessels, as well as H-beam —
ISO 14171-A-S 38 2 FB S2Si Typical | 0,050 1.26 0.77 0.015 | 0.024 0.002 0.004 | 0.001 | 0.110 425 535 32 110 T ——
ISO 14171-B-S 49A 2 FB SU25 ’
>400 480-650 >22 220°C  >27 |Suitable for weld 550MPa tensile strength structures,
CHF101/CHW-S5 AWS A5.17 FTAO/EHI2K Sintered | DC+ or AC Stangiarld — — — — — —_ — — — AW - ~ ~  |such as bridges, pressure vessels, as well as H-beam —
ISO 14171-B-S 49A 2 FB SU42 Typical | 0.056 1.95 0.85 0.011 | 0.024 0.020 0.13 0.001 | 0.090 450 590 26 85 ————
AWS A5.23M F62P2/EA3-A3 BT _— ST - 20°C 327 It is suitable for welding structures fabricated by
BS EN 756-S 50 2 FB S3Mo . Standard _ _ _ _ _ _ _ _ _ = - = - =<1 |550MPa-650MPa tensile strength structures, such as
AP DO ISO 14171-A-S 50 2 FB S3Mo S | DICT erAC Typical | (.055 1.75 037 0.008 0.014 0.020 0.001 0.420 | 0.140 | 620°C X1h 570 660 25 95 facilities of chemical industry, bridges, pressure vessels, T
ISO 14171-B-S 57P 2 FB SU4M3 as well as H-beam structures.
AWS A5.23M F55P2/EA4-A4 5 It is used to weld 550MPa-650MPa tensile strength
CHF101/CHW-S9 BS EN 756-S 46 2 FB S3Mo Sintered | DC+ or AC Standard | _ — — — — — — — PWHT 2470 550-700 220 -20C 227 |gtructures, such as high pressure vessels, heavy machin- o
ISO 14171-A-S 46 2 FB $3Mo Typical | 0.060 | 1.52 0.40 0.006 | 0.017 0.060 0.080 | 0.350 | 0.220 | 620°C X1h 545 630 27 100 ery, bridges, petrochemical industry equipment, offshore
ISO 14171-B-S 55P 2 FB SU3M3 drilling platforms and so on.
Suitable for welding structures fabricated by 1.25Cr-
Standard PWHT >470 550-700 >20 220°C  >27 |0.5Mo pearlitic heat resistant steels, such as equipments
CHF101/CHW-S11 AWS A5.23M F55P2/EB2-B2 Sintered | DC+ or AC Typical - — - — - — — — _ 3 of thermal power or nuclear power plants, petrochemical —
ypieal | 0.056 1.07 0.30 0.006 0.012 1.100 0.400 | 0.210 | 690°C X1h 500 590 28 120 industry, which made by steels of 13CtMoA, 15CtMo,
12CrMo.
AWS A5.17 F7A4/EM12K
BS EN 756-S 38 4 FB S2Si . Standard| _ _ _ _ . _ _ _ 2400 | 480-650 | 222 | -40°C 227 |Widely used in structures fabricated by mild steeland | LR> ABS
CHEFI0/CHW-SI2 1SO 14171-A-S 38 4 FB S2si | Stntered | DEForAC oo 056 | 130 030 | 0011 | 0.020 0.020 0010 | | 0.044 AW 420 510 30 110 |lowalloy steels, e.g. ships, H-beams, etc. S
ISO 14171-A-S 38 4 FB S2Si ’
It is used to weld structures made by 550MPa-650MPa
AWS A5.23M F55P2/EA2-A4 . .
BE EN 756-S 46 2 FB S2Mo ) Standard PWHT >470 550-700 >20 -20°C  >27 [tensile strength steels, such as high pressure vessels,
CHF101/CHW-S16 ISO 14171-A-S 46 2 FB S2Mo Sintered | DC+ or AC Typical - - — - - — — - — 5 heavy machinery, bridges, petrochemical industry equip- —
T IE e T Yp. 0.065 1.31 0.40 0.006 0.017 0.420 | 0.100 | 620°C X1h 560 660 26 100 gfm’ engineering machines, cranes, heavy trucks and so
Q;V ESNA75 SE?SF;?i/Eg ISA; Standard >400 480-650 >22 -40°C  >27 |Suitable for welding structures made by 550MPa tensile
CHF102/CHW-S3 ISO 14171-A-S 38 4 FB S3 Sintered | DC+ or AC Typical - — _ _ — —_ — — _ AW strength carbon steels or low alloy steels such as press —
TS0 L L i T yp 0.056 1.72 0.37 0.011 0.020 0.012 0.006 0.045 435 550 30 100 vessels, boilers,equipment of petrochemical industry, etc.
It is used to important structures made by 650MPa-
Standard >610 690-830 >16 _40°C  >27 |800MPa tensile strength steels, such as high pressure ves-
CHF102/CHW-S10 AWS A5.23M F69A4/EF3-F3 Sintered | DC+ or AC Typical - — — — - - —_ — - AW - N ~  |sels, heavy machinery, bridges, petrochemical industry —
yp 0.068 1.85 0.53 0.007 0.015 0.076 1.21 0.151 614 806 23.4 105 equipment, engineering machines, cranes, heavy trucks
and so on.
Standard >375 490-660 >22 -40°C  >27 |Suitable for welding important structures, e.g. offshore
CHF102A/CHW-SG AWS A5.23 F7TA4/EG Sintered | DC+ or AC Typical - — — — - — _ — - AW - ~ ~  |drilling platforms, which diffusion hydrogen required BV
ypieal | 0.067 1.55 0.45 0.006 0.015 0.255 0.100 490 580 28 140 extra lower.
ggv]g}\? ’?5167-SF g?i/gglé% ) Standard >330 415-550 >22 -40°C  >27 |ltis suitable for weld 450MPa-500MPa tensile strength
CHF103/CHW-S2 ISO 14171-A-S 35 4 FB S2 Sintered | DC+ or AC Typical - — —_ — - _ - — _ AW structures, such as boilers, bridges, pressure vessels, as —
-A- ypical 10.070 0.95 0.20 0.014 0.017 0.040 0.010 0.210 360 480 31 110 well as LPG cylinders
ISO 14171-B-S 43A 4 FB SU22 ’
AWS A5.17 F7A4/EH14
CHF105/CHW-S3 BS EN 756-S 38 4 FB S3 Sintered |  DCy  |Standard| _ _ _ _ _ _ o _ AW 2400 480-650 222 -40°C 227 |suitable for welding structures fabricated by 500MPa- -
ISO 14171-A-S 38 4 FB S3 Typical | 0.065 1.25 0.35 0.009 0.015 0.010 0.034 0.044 430 510 28 120 550MPa tensile strength carbon steel or low alloy steels.
ISO 14171-B-S 49A 4 FB SU33
It is used to weld structures made by 550MPa-650MPa
ABVgSE%IS%%I}% f‘5653A lgl/aESA341§/II?>2 Standard >470 550-700 >20 -30°C  >27 |tensile strength steels, such as high pressure vessels,
CHF105/CHW-S9 I1SO 14171-A-S 46 3 FB S3Mo Sintered DC+ Typical - _ — - - - - - — AW heavy machinery, bridges, petrochemical industry equip- —
O e S e e yp 0.065 1.12 0.54 0.005 0.014 0.080 0.060 0.340 | 0.150 530 625 23 70 g;fnt’ engineering machines, cranes, heavy trucks and so




ATLANTIC WELDING CONSUMABLES

Chemical Composition of Deposited Metal (%, Standard or Typical) Mechanical Properties of Deposited Metal (Standard & Typical)
Flux/wire Combination Norm of Combination Tﬁe oif Current Tl Application Approvals
o C Mn Si S P Cr Ni Mo | cu | postweld Eled(f,ﬁ};‘)‘ Strength E{gﬁg(%}i;’“ Akv Value ()
Rm (MPa) o
It is used to important structures made by 650MPa-
AWS A5.23M F69P3/EF3-F3 Standard PWHT >610 690-830 >16 30°C  >27 |800MPa tensile strength steels, such as high pressure ves-
CHF105/CHW-S10 ISO 14171-A-S3NilMo Sintered DC+ Typical - _ — — - — _ — — 5 - - ~  |sels, heavy machinery, bridges, petrochemical industry —
ISO 14171-B-SUN2M31 ypical | 0.070 1.42 0.45 0.008 0.017 0.060 0.710 0.490 | 0.190 | 620°C X1h 660 735 24 70 equipment, engineering machines, cranes, heavy trucks
and so on.
Suitable for welding structures fabricated by 1.2Cr-0.5Mo
) Standard PWHT >470 550-700 >20 30°C  >27 |pearlitic heat resistant steels, such as facilities of thermal
CHF105/CHW-S11 AWS A5.23M F55P3/EB2-B2 Sintered DC+ Typical - . - — — - — — _ . power plant, nuclear power plant and petrochemical —
yp 0.070 0.63 0.39 0.006 0.016 1.120 0.400 | 0.200 | 690°C X1h 490 570 25 100 industry that made by steels of 13CtMoA, 15CrMo,
12CrMo.
AWS A5.23M F62P4/EA3-A3 S .
BE EN 756-S 50 4 FB S3Mo ) Standard| - . L o L . . PWHT >540 620-760 >17 -40°C  >27 [itis suitable for structures made by 650MPa tensile
CHF113/CHW-S7 ISO 14171-A-S 50 4 FB S3Mo Sintered DC+ Typical — 5 strength low alloy steel, which need high toughness, e.g. —
150 1417159 =754 BB SLAMS Yp 0.060 1.79 0.29 0.010 0.018 0.50 0.420 | 0.110 | 620°C X1h 600 690 24 60 bridges, heavy machinery, facilities of chemical industry.
AWS A5.23M F69P2/EA3-A3 T .
BS EN 756-S 50 2 FB S3Mo ) Standard| . . o - o o - PWHT >610 690-830 >16 20°C  >27 [itis suitable for structures made by 700MPa tensile
CHF115/CHW-S7 ISO 14171-A-S 50 2 FB S3Mo Sintered DC+ Typical — . strength low alloy steel, which need high toughness, e.g. —
1SO 14171.5.8 57P 2 FB SUAM3 yp 0.060 1.80 0.25 0.008 0.015 0.50 0.450 | 0.150 | 620C X1h 630 735 23 100 bridges, heavy machinery, facilities of chemical industry.
AWS A5.23M F55A2/EA4-A2 470 550700 520 20°C 57 It is suitable for welding structures made by 550MPa
BS EN 756-S 46 2 AS S3Mo Standard | _ _ — _ - o _ _ = - = = 241 |tensile strength low alloy steels,e.g. pressure vessels in -
LRI LIENREL ISO 14171-A-S 46 2 AS S3Mo e e Typical | (.060 1.16 0.45 0.008 0.013 0330 | 0.190 = 495 580 22 70 petrochemical industry and nuclear industry. Also the flux
ISO 14171-B-S 55A 2 AS SU3M3 could be used in electroslag welding (ESW).
CHF260/CHW-308L GB/T 17854 F308L-H03Cr21Ni- Fused DC+ Stanfiarld <0.03 | 1.00-2.50 | 0.30-0.65 | <0.03 <0.03 | 19.50-22.00 |9.00-11.00 | <0.75 | <0.75 AW _ >480 >25 25C  >60 For vlvelding ?tructures made by low carbon Cr18Ni8 o
10Si Typical | 0.023 | 1.68 0.59 0.011 | 0.019 20.88 9.12 041 | 0.20 396 622 36 90 stainless steels.
) Standard | - . - - . - PWHT >490 >610 >20 -30°C  >47 |Suitable for multi-pass & multi-layer with horizontal
CHF26H/CHW-S7CG AWS A5.23M F62P3/EA3-A4 Sintered | DC+ or AC Typical — — . butting welding of 610MPa tensile strength low alloy —
yp 0.051 1.41 0.37 0.007 0.012 0.490 | 0.120 |580°C X2.5h 550 650 26 70 steels, particularlly for jumbo oil reserving tanks.
O T FOAYELL >330 415-550 >22 20C  >27
BS EN 756-S 352 CS S1 : Standard | — _ — — _ = 5 = = 24/ |For structures fabricated by 450MPa tensile strength mild
CRESOLLERTRS. ISO 14171-A-S 352 CS S1 sligizel || D@l Typical | 0.058 0.86 0.58 0.015 0.024 T T o 0.060 Ay 365 470 30 60 steels or low alloy steels. o
ISO 14171-B-S 43A 2 CS SUI11
BA%N ESI\IIA 75 516?SF ;g‘g/gg/léglsi ) Standard | . . . . . . - >400 480-650 >22 220°C  >27 |Suitable for structures fabricated by S00MPa tensile
CHF301/CHW-S12 . Sintered | DC+ or AC ezl — AW strength mild steels or low alloy steels, e.g. boilers, LPG —
ISO 14171-A-S 38 2 CS S2Si Typical | 0.060 1.30 0.75 0.010 | 0.025 0.020 0.010 0.050 430 540 28 70 cylinders, etc
ISO 14171-B-S 49A 2 CS SU21 >
BA%NSI(IX ; 5167-SF ;?g/]él\sdé% ) Standard| o - o . o o - >400 480-650 >22 220°C >27 |Suitable for structures fabricated by S00MPa tensile
CHF302/CHW-S2 Sintered | DC+ or AC el — AW strength mild steels or low alloy steels, e.g. boilers, LPG —
ISO 14171-A-S 38 2 CS S2 Typical | 0.059 1.13 0.57 0.012 | 0.020 0.022 0.004 0.100 415 510 28 70 cylinders, etc
ISO 14171-B-S 49A 2 CS SU22 >
AWS A5.17 F6AZ/EH14 Standard| — _ _ _ _ _ _ _ >330 415-550 >22 0°Cc >27 |Itisused for structures made by 450MPa tensile strength
CHF330/CHW-S3 ISO 14174-SFMS 1 Fused | DC+or AC Typical — AW ~ B N mild steels or low alloy steels, e.g. boilers, pressure —
EN 760-S F MS 1 ypic 0.055 1.39 0.43 0.011 0.036 0.017 0.010 0.076 380 490 31 70 vessels.
AWS A5.17 F7A0/EH14 A0 i . A
BS EN 756-S 38 2 MS S3 Standard | — — — _ _ = - = = 247 1t is used for structures made by 450MPa tensile strength
GBI ISO 14171-A-S 38 2 MS S3 lisgsl || D aral Typical | 0.070 1.40 0.38 0.013 0.020 T T o 0.110 Ay 415 525 27 70 mild steels or low alloy steels. o
ISO 14171-B-S 49A 2 MS SU33
AWS A5.17 FGAO/EH14 _ — — — — — — — >330 415-550 >22 -20C 227 |1t i
CHF350/CHW-S3 ISO 14174-S F MS 1 Fused | DC+or AC | Sfandard — AW - - =77 |t wsed for structutcs made by 450MPa tensile strength | -+ _
EN 760-S F MS 1 ypical | 0.044 1.31 0.33 0.008 0.037 0.034 0.030 0.12 370 480 28 80 mild steels or low alloy steels.
Standard | . . . . - >330 415-550 A5>22 | -20°C >34 |Suitable for welding structures fabricated by 450MPa CCS, LR,
CHF43/CHW-S1 AWS A5.17 F6AO/EL12 Fused | DC+or AC Typical — — — AW tensile strength steels, e.g. LPG cylinder as well as ship | ABS, GL,
YP: 0.055 1.00 0.38 0.021 0.028 0.220 360 450 29 80 structures with same strength. BV, DNV
Standard >330 415-550 >22 20°C >34 |Suitable for welding structures fabricated by 450MPa
CHF43/CHW-S18 AWS A5.17 F6A2/ELS Fused | DC+ or AC Typical 0.056 1.08 0.35 0.02 0.026 — — — 0.2 AW tensile strength steels, e.g. LPG cylinder as well as ship —
ypica 370 470 29 85 structures with same strength.
§SWESNA75 5251:37 ? g EII{J 1521 ) Standard| . . . . . >400 480-650 >22 0°C >27 |ltisused for welding structures around 500MPa tensile
CHF501/CHW-S1 I1SO 14171-A-S 38 0 AR S1 Sintered | DC+ or AC Typical | 0,069 106 056 0.014 0,028 — — — 0.200 AW 0 30 5 0 strength of boilers, ships, pressure vessels. Particularly it —
ISO 14171-B-S 49A 0 AR SU11 : : 5 : : : 5 5 9 [4 is suitable for high speed welding thin steel plate.
_ G s 0C 27 It is used for welding structures made by 550MPa mild
CHF501/CHW-S2 AWS AS.17FTAZ/EMI2 | Sintered | DC+or AC | Standard |- — — — — — — — — | = AW - - =" |steels or low alloy steels, ¢.g. bollers, prossure vessels —
ypical | 0.062 1.30 0.58 0.009 | 0.039 0.028 0.015 | 0.001 | 0.117 450 550 30 60 a;ldfridtge& It is suitable for high speed welding thin
steel plate.




ATLANTIC WELDING CONSUMABLES

Chemical Composition of Deposited Metal (%, Standard or Typical) Mechanical Properties of Deposited Metal (Standard & Typical)
Flux/wire Combination Norm of Combination T%ﬁ’e of Current Tensil Application Approvals
ux g 5 ensile c
C Mn Si S P Cr Ni Mo | cu | FRostweld |YieldPoint| oo oy (Elongation],, vop,e g
Condition | ReL (MPa) | o (N’fpa) A4 (%)
>520 >30 : o
CHF601/CHW-308 GB/T 17854 F308/HOCr2INi10 | Sintered | DC+ | Standard | — — — — — — — — | = AW — - - —  |For welding structures made by Crl8Ni8 stainless steels | _
Typical | 0.030 1.23 0.47 0.013 | 0.025 19.20 9.42 590 42 of facilities in petrochemicl industry.
CHF601/CHW-316 o Sintered DC+ S]Eangiard — — — — — — — — — AW o 2520 225 - For welding Cr18Nil12Mo2 stainless steel. The weld met- o
ypical | 0.025 | 1.86 0.67 | 0013 | 0.025 17.80 1130 | 2.10 | 0.020 600 30 al has very good heat crack resistance character.
It is used for welding structures of chemical carriers and
>480 690-900 >25 -30°C 235 |faciliti ; Savis
CHF601A/CHW-2209 DGS K 901.71-2007 Shitiicd] DC+ S_lgangiarl(i — — — — — — — — — AW = = = facﬂlitles of1 petrocheml(}:lal, ts‘e]'gl Watei1 (]i)esz(tihmlzatlon? slalt o
ypical | 0.018 1.16 0.62 0.015 0.010 23.60 8.47 349 | 0.021 650 770 28 70 “tlorl s, nuclear energy that fabricated by duplex stainless
steels.
) Standard | . o o o o o . PWHT >314 520-690 >19 25°C >61 |Widely be used in welding important thick hull pressure
CHF603/CHW-S8 AWS A5.23M F48PZ/EB3-B3 Sintered DC+ ezl — 3 vessels of nuclear reactors as well as important steam —
Typical | 0.070 0.72 0.10 0.004 0.011 2.030 0.870 | 0.120 | 690°C X4h 518 600 22 160 pipes of thermal power stations.
AWS A5.17 FTAZ/EM13K ) Standard | . o o o - >400 480-650 >22 0°C >27 |Suitable for high speed welding with both single wire or
CHF611/CHW-S4 ISO 14171-A-S 38 0 Z S2Si2 Sintered | DC+ or AC Typical — — — AW twin wires. Application for structures fabricated by mild —
ISO 14171-B-S 49A 0 Z SU25 P 0.061 1.76 0.95 0.016 0.018 0.190 560 620 30 55 steel or low grade low alloy steels.
It is used to multipass & multilayer with horizontal butt-
AWS A5.17 F7A0-EH14 ing welding structures made by 600MPa-650MPa tensile
CHF71H/CHW-S3 BS EN 756-S 38 2 MS S3 Sintered | DC+ or AC | Standard | — — — — — o o - — AW =400 480-650 222 20T 227 ;tr%ezvgth 10\%&1 alloy steels, such};s high pressure vessels, _
ISO 14171-A-S 38 2 MS S3 Typical | 0.067 1.58 051 0.012 0.015 0.10 420 535 27 65 heavy machinery, bridges, petrochemical industry equip-
ISO 14171-B-S 49A 2 MS SU33 ment, engineering machines, cranes, heavy trucks and so
on.
Solid Wires for Copper & Copper Alloy
Chemical Composition of Wire (%, Typical) Mechanical Properties of Deposited Metal (Typical)
Item Code Equivalent Norm \:CI.d 8 | Current Hardness of Depos- Yield Tensile . ) Application
osition . . Elongation |welding Con- .
Cu Sn Mn Si Al Pb P Others ited Metal Strength Strength A%) dition Shield Gas
HB Rp0.2 (MPa) | Rm (MPa) .
AWS A5.7 ERCu >98.0 <1.0 <0.5 <0.5 <0.01 <0.02 <0.15 Used for TIG welding and OAW (oxy-acetylene welding) structures fabricated
CHG-Cul898 | £N150 24373-S Cu 1898(Cusnl) | PHEY> | DC- | 9g37 | .77 0.35 0.35 0.001 | 0.002 0.07 | <030 (e s = = 1GRod Ar 1y deoxidized copper or red copper.
AWS A5.7 ERCu >98.0 <1.0 <0.5 <0.5 <0.01 <0.02 <0.15 : . .
CHM-Cul898 ENISO 24373-S Cu 1898(CuSnl) FHE)V, | DC+ 08.37 077 035 035 0.001 0.002 0.07 <0.50 72 175 285 32 MIG Wire Ar Used for MIG structures fabricated by deoxidized copper or red copper.
AWS A5.7 ERCuSn-A : o 4.0-6.0 - <0.01 <0.02 0.1-0.35 Suitable for butt welding copper with rhinemetal or brass with steels, particu-
CHG-CuS180 | pN 150 24373-S Cu 5180(CuSnsp) | PHEY: [ DC- |Remain 5.54 0.005 | 0.006 012 | =030 80 2 340 25 TIG Rod AT jarly it is suitable for repair welding copper castings.
AWS AS5.7 ERCuSn-A : o 4.0-6.0 o <0.01 <0.02 0.1-0.35 . Suitable for butt welding copper with rhinemetal or brass with steels, particu-
CHM-Cu5S180 | pN 150 24373-S Cu 5180(CuSnsp) | PHEY; [ DC+ (Remain 5.54 0.005 | 0.006 012 | =050 80 240 340 2> MIG Wire At fjorly it is suitable for repair welding copper castings.
Suitable for butt welding or surfacing copper aluminium alloys, aluminizing
AWS A5.7 ERCuAl-Al : o <0.5 <0.1 6.0-8.5 <0.02 Zn<0.2 steels and ferrosteels; butt welding copper aluminium alloy anticorrosive
CERGEmELEY ENISO 24373-S Cu 6100(CuAl7) I || e Mt 0.32 0.08 7.13 0.002 0.005 = Lz 2l w0 N TG Rod A tube with special brass; surfacing propellers of ships, sliding guideways of
machines and so on.
Suitable for butt welding or surfacing copper aluminium alloys, aluminizing
AWS A5.7 ERCuAl-Al : - <0.5 <0.1 6.0-8.5 <0.02 Zn<0.2 : steels and ferrosteels; butt welding copper aluminium alloy anticorrosive
CHM-CuS100 | N\ 150 24373-S Cu 6100(Cualy) | PHEY [ DCt (Remain 0.32 0.08 7.13 0.002 | 0005 | <030 105 270 450 S WADEG e AT libe with special brass; surfacing propellers of ships, sliding guideways of
machines and so on.
Used for dissimilar metal TIG welding and surfacing of copper with cast iron
AWS A5.7 ERCuSi-A . <0.1 <15 2.8-4.0 <0.01 <0.02 Zn<1.0 or copper with steel, as well as for brazing galvanized steel sheet, such as
CHG-Cu6560 | g\ 1SO 24373-S Cu 6560(CuSiaMn) | FHEY: | DC- |Remain| 4 5¢ 0.96 2.93 0.002 | 0.004 0.05 =0.50 95 200 380 35 LG Rod Ar |y azing doorframes of motor vehicles and motorcycle parts, surfacing rubbing
surface of locomotives & carriages and heavy machineries.
Used for dissimilar metal surfacing of copper with cast iron or copper with
AWS A5.7 ERCuSi-A . <0.1 <15 2.8-4.0 <0.01 <0.02 Zn<1.0 . steel, as well as for brazing galvanized steel sheet, such as brazing doorframes
CHM-Cu6560 | £\ 15O 24373-S Cu 6560(CuSiaMn) | PHEY> | DCH | Remain| 56 0.96 2.93 0.002 | 0.004 0.05 LS 25 e 20 = BALIG e AT of motor vehicles and motorcycle parts, surfacing rubbing surface of locomo-
tives & carriages and heavy machineries.




ATLANTIC WELDING CONSUMABLES

Solid Wires for Aluminum & Aluminium Alloy

Chemical Composition of Wire (%, Typical) Mechanical Properties of Deposited Metal (Typical)
. Welding L
Item Code Equivalent Norm s Current : Application
Position g Tensile g 5
Si Fe Cu Mn Mg Zn Ti Al Be Others Yield Strength Strength Elongoatlon yelding Shield Gas
Rp0.2 (MPa) A(%) Condition
Rm (MPa)
. Used for welding aluminium structures of industries
AWS A5.10 ER100/R1100 Si+Fe<0.95 0.05-0.20 <0.05 <0.10 >99.0 <0.0003 R :
CHG-AI 1100 ENISO 18273-8 Al 1100(A199.0Cu) F,HFE,V, AC 0.6 0.080 0.006 — 0.008 — Remain 0.0001 — 35 95 24 TIG Rod Ar qf electr1c1ty, chemical, foodstuff, metallurgy, locomo-
tives & carriages and so on.
: Used for welding aluminium structures of industries
AWS A5.10 ER100/R1100 Si+Fe<0.95 0.05-0.20 <0.05 <0.10 >99.0 <0.0003 : 5k z
CHM-AI 1100 ENISO 18273-8 Al 1100(A199.0Cu) F,HFE,V, DC+ 0.26 0.080 0.006 — 0.008 — Remain 0.0001 — 35 95 24 MIG Wire Ar qf electricity, chemical, foodstuff, metallurgy, locomo-
tives & carriages and so on.
Used for welding aluminium alloy structures of ships,
AWS A5.10 ER4043/R4043 4.5-6.0 <0.80 <0.30 <0.05 <0.05 <0.10 <0.20 8 <0.0003 locomotives & carriages, motor vehicles, containers,
CHG-AL4043 | pN1SO 18273-SAl4043(AISis) | PHEV: | AC 52 0.15 0.009 0.008 | 0006 | 0.004 007 | Remain 50001 - 10 150 14 G AT Isports apparatus, furniture as well as industries of
chemical, foodstuff and machelloning, etc.
Used for welding aluminium alloy structures of ships,
AWS A5.10 ER4043/R4043 4.5-6.0 <0.80 <0.30 <0.05 <0.05 <0.10 <0.20 . <0.0003 . locomotives & carriages, motor vehicles, containers,
CHM-AL4043 | pN1S0 18273-S Al4043(AlSis) | PHEV. | DCH 52 0.15 0.009 0.008 | 0.006 0.004 0.07 Remain |~ 5001 — o e e MIG Wire | Ar o105 apparatus, furniture as well as industries of
chemical, foodstuff and machelloning, etc.
Used for welding aluminium magnesium alloy
structures of ships, offshore platforms, locomotives &
CHG-AI15183 EN IS([; })\8/287/??-58% SEII8{35 ({f]%Ri 15213\/3[n0 7A) F,HE,V, AC 5006%0 500‘1420 g%(l)g 0.?)06-;.0 4;?'755‘2 g%(z)g S()06185 Remain %00%%%3 Co %0153'(?25 150 280 18 TIG Rod Ar carriages, motor vehicles, containers, cryogenic vessels
&% ) ’ ’ ’ ’ ’ : ’ ’ ’ and so on. Its weld metal has good resistance to brine
corrosion.
Used for welding aluminium magnesium alloy
AWS A5.10 ERS183/R5183 <040 | <040 | <010 [050-1.0 | 4352 | <025 | <05 | 00003 | cCro.0s-025 . structures of ships, offshore platforms, locomotives &
CHM-AI 5183 ENISO 18273-S Al 5183(AIMg4.5Mn0.7A) EHE)V, DC+ 0.08 0.12 0.006 0.65 475 0.005 0.08 Remain 0.0001 0.130 150 280 18 MIG Wire Ar carriages, motor vehicles, containers, cryogenic Ve.ssels
and so on. Its weld metal has good resistance to brine
corrosion.
used for welding or surfacing structures of wrought
aluminum alloy or cast aluminum alloy that contains
AWS A5.10 ER5356/R5356 <0.25 <0.40 <0.10 0.05-0.20 | 4.5-5.5 <0.10 0.05-0.20 - <0.0003 | Cr 0.05-0.20 5% magnesium (Mg), such as bicycles, sports appara-
CHG-AL5356 | p\ 150 18273-S Al 5356(AMg5Cra) | PHEV: | AC 0.05 0.13 0.08 0.12 4.85 0.008 0.10 Remain |5 9001 0.070 150 265 20 LG R Ar s, locomotives & carriages, motor vehicles, ships as
well as pressure vessels of chemical industry, aviation
industry, armament and so on.
used for welding or surfacing structures of wrought
aluminum alloy or cast aluminum alloy that contains
AWS A5.10 ER5356/R5356 <0.25 <0.40 <0.10 0.05-0.20 | 4.5-5.5 <0.10 0.05-0.20 - <0.0003 | Cr 0.05-0.20 : 5% magnesium (Mg), such as bicycles, sports appara-
CHM-ALS356 | N 150 18273-S Al 5356(AIMgsCra) | PHEV. | DG+ 1 765 0.13 0.08 0.12 4.85 0.008 0.10 RNy B 0001 0.070 L0 = 20 | MIGWire | Ar |0 ocomotives & carriages, motor vehicles, ships as
well as pressure vessels of chemical industry, aviation
industry, armament and so on.




© ABBREVIATIONS |

ABBREVIATION OF STANDARDS RR#RHKS

© DIMENSIONS OF PACKING FOR MAG/MIG WIRES

For Spool Packing of MAG/MIG Wires (mm) I o

AWS American Welding Society 0 R 49 28 b 2 0 2 ST IR R E A, % e
BS British Standards i Rl 1 b A kga/Spool  Carton(L X ‘Pallet{L Q ] ﬁﬂ
CSA Canadian Standards Association Tt e o M b Sy et : - ; o I Eﬁﬁ e
CWB Canadian Welding Bureau e - 0 ) 20kgs/Spool 295X 290%105 1,200kgs (60spoals) 1,160 X 860X 670 %
DIN Dectsche Industrie Normen Tk b A o i N5 g iy s e
. s e ot ISkgs/Spool  265X260X 105 1,080kgs (72spools) 1,080 X 760X 800 \ﬁ ] #l
GB Chinese National Standards o [ 0 3 _iskguSpool  265X260X105  900kgs (60spools) 1,080X760X 690 R ‘!,-“
150 International Standard Organization 151 o i o S 84 Fomark: Wires are precision layer wound on spool L :
Js Japanese Industrial Standards GESW = : e -
e - \ e :

ABBREVIATION OF WELDING #R#E&iAFS L -y | e l i MAG / MIG wires oa spool
AAW Argon Are Welding et s ¥ | ¥, amd =] 20kg / spool / carton,
co,W Carbon-dioxide Gas Shield Arc Welding O A R L 7 H;‘ %’E 'J ( 3 then 1,200kg (60 spocts) / pallet
ESW Electro-slag Welding L —— : Fy g T 2 Specification of Spools for MAGMIG Wires (mm)
FCW Flux-cored Wire foriA k-3 T il — - ;
MCw Metal Powder Cored Wire & W 2 _ TR ¢
GMAW Metal Gas Are Welding £ e B AP PR ol S A Ay WS A
MAG Metal Active Gas Arc Welding B EE A R b i
MGAW Mixed Gas Arc Welding M pihaan
MIG Metal Inert Gas Arc Welding 0 e B AL AT HR B
SAW Submerged Arc Welding R > |
SMAW Shiclded Metal Arc Welding _ R4

(Manual Metal Arc Welding) T . =

TIG (GTAW) Tungsten Inert Gas Arc Welding N SRR P ki K2 K3

NOTATION OF WELDING POSITIONS BEMEIET For Kraft Drum (Pail) Packing of MAG/MIG Wires (mm)
F Flat Welding or Downhand Welding SER el e S R e
H Horizontal Welding 3 ameter % High Pallet (L < W X H)
HF Horizontal Fillet Welding i — : ' — —
OH Overhead Welding e 350kgs 660 2 760 T00kgs(2Drums) 1,360 680 % 900
v Herteal o el itug LN 250kss 520X 800 1,000kgs(4Drums) 1,050 1,050 %930
vD Vertical Down Welding I F i # = - — il : : 1

POSTWELD CONDITION 1R (HRE) &Y 250ikg / dram, then 1,000kg (4 drums}) / pallet
AW Aswabded n& 350kg / dram, then 700kg (2 drums) / pallet
PWHT Postweld Heat Treated £ ik B

© DIMENSIONS OF PACKING FOR SAW WIRES
© DIMENSIONS OF STANDARD PACKING FOR WELDING RO|
. |

Packing for SAW Wires (mm) =4

For Carbon Steel Welding Rods (L XWX H mm)

. 420 400 840 890
90

K4
ot st it g m— —
300 30883 60 325X256X95 980X TI0X720 < A 249 0 ol B, |
Di 1008 of Cart 435 ; L -
350 358X 78X 53 375X228X90  1200X 750X 600 L T T = = |
e i (Cm i |5 ! ; - *
450 458X 7246 475X200X83  1000X950X 570 ks
500 508X 65X 52 SIS X224 K TT 1120 1050 > 540 o0
=) - B0 okl - SEEE 5
Carbon steel welding rods on pallet i l I
Pomi oty yrieie , L L . =TT
then 20&kg (4 boxes) / carton, L. ﬂ]] - |
last 1 (Mg (50 cartons) / pallet = Eg
For Stainless Steel & Cast Iron Welding Rods (L X W H mm) i | S —| —— a—l T 1 |—=a"|
L] e L
== s e - o
250 27066x50 295X 346X 113 1040 % 890 3080
300 32006642 345 348297 1050 1040 T e Y
50 370x66x32 395 344 % 84 1030 790 H0 & I
400 420%66x30 442X346X 74 1040 X 890 i id f




