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Confiianon date 15 iy B2
Eapry date 12 July 2024
Comiiane nambar 1ETEEA
WATF Certficate umoer 410014

Lloyd's
Register s=

Certificate of Approval

This is to cerify that the Management System of:

KISWEL LTD.

704, Gongdan-ro, Seongsan-gu, Changwon-si. Gyeongnam 51544, Republic of Korea

has besn approved by Lieyd's Register o the following standards:
IATF 16949:2016 (excluding product design)
Apgroval numbsr(s): IATF 169489 - 0AT0ST5-001

This certificate is valid anly in assooation with the certificate schedule beading the same number on which the locations applcable o
te this approval are listed | =

The scope of this approval is applicable to:

Manufacture of solid Wesing wires & rods. fiux corad wires, submerged arc waiding wires & fluxes and stainkess sieal weling wires
& rads
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II-Hyoung Lee
Harea Operations Manager
iussued by Lloys Register Crusity Assirsncs Limilsd
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lisuid by Litye's Fagistor Duably Askranca Lisied, 1 Ty Paet, Sikarill Lana. Bimwnghan B37 7ES, Unidad Kiegdem
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Cirrant i datn: 1 Getcbar Crigirml ageravalia
Expiry date: 3¢ Septnrber 2023 150 14001 - 22 Seplember 1958
Coirblicali chirshly s SN

Lioyd's

Register

Certificate of Approval

This is to certify that the Management System of:

KISWEL LTD.

Busan Factory
10, Saebyeck-ro G3baon-gi. Sasang-gu, Busan 47018, Republic of Korea

has been approved by Lioyd's Register to the following standards:
ISO 14001:2015
Approval number(a) IS0 14001 - 0070554-001

This certificate forms part of the approval entifed by approval number: 0070854

The scope of this approval iz applicable to:

Manufactiure of solid walding wire & rods, Mux coned wires, Submerged ac welding wires & Muxes and stainkess sieel wekding wires
& reds.

72,

li-Hyoung Lee
Korea Operations Manager

Issuad by~ Lioyd's Register Cuality Assuranca (Komaa| Lid UKAS
bl
lor and on bekalf al: Lioyd's Register Cuakty Assurance Limiled o

Uiy Rucsier Qe | b, 4 ot o auknition, acheieg Loy Sagide sy Asairaec imed LRLAL i g ipaction ffems. arapiopas or sgores
e, maradunly and oolectety, -mmwnwsm 5 "Lioyls WfWﬂﬂm'ﬂ!mﬂﬂtmmhwﬂﬂl'ﬂ*mb!wumkr!wﬂ&
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Curent iswu date. | Crotober 2020 Orignal approvae)
Expiry date; 30 Saplember 2023 150014001 - 22 Seplember 1656
Coammibnahe: 00Ny NEMber 10263353

Lioyd's

Reqgister

Certificate of Approval

This is 1o cerify that the Management System of;

KISWEL LTD.

Changwon Factory
T04, Gongdan-ro, Secngsan-gu, Changwon-si, Gysongnam 51544, Republic of Korea

has bean approwed by Lioyd's Register to the following standards:
1SO 14001:2015
Approval number(s). IS0 14001 - D0T0554-002

This certificate forms part af tie appeoval dentified by approval Pumber: 0070554

The scope of this approval is applicable to:

Manufacture of sold welding wire & rods, flux coned wires, submerged arc welding wires & fluoes and stainless steel welding wires
& rods

o2l

Hi-Hyoung Lee &,

Korea Dperations Manages

Insued by Lioyd's Regisier Guality Assurance (Korea) Lid UKAS
e

o andd on behalf of. Lloyd's Regisier Guality Assurance Limiled I
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Hegater Quakty Assurance: Limiied. 1 Trirty Fask. Bickentdl Lae. Birningham B37 TES, Usited Kingdom

Page 161




Cirrant i datn: 12 Jusy 21 Crigirml aperavalia):
Expiry date: 12 Jusy 2024 150 8001 - 6 Jansary 2006
Coarslicalin il s 10378683

Lioyd's

Register

Certificate of Approval

This is to certify that the Management System of:

KISWEL LTD.

704, Gongdan-ro, Seongsan-gu, Ghangwan-si, Gysorgnam 51544, Republic of Korea

has been approved by Lioyd's Register ta the following standards
IS0 9001:2015

Approval numberis): IS0 9001 — 0070E75-501

This s valid only in iy ith the: i schedule bearing the ber on which the o,
1o this aperoval are listed
The scope of this approval is applicable to:

Manufactune of sold welding wires & rods, flax corad wires, suhmerged anc welding wires & fluxes and stanless steel welding wires.
5.

72,

I-Hyoung Lee
Korea Operations Manager
Issuad by~ Lioyd's Regester Cuahity Assurance (Komea| Lid

Ioe & on bealf of. Lioyd's Register Cualty Assurancs Limied

Uiy Rucsier Qe | b, 4 ot o auknition, acheieg Loy Sagide sy Asairaec imed LRLAL i g ipaction ffems. arapiopas or sgores
e, maradunly and oolectety, -mmwnwsm 5 "Lioyls WfWﬂﬂm'ﬂ!mﬂﬂtmmhwﬂﬂl'ﬂ*mb!wumkr!wﬂ&

darmoge or sxpe e ¥ adhicm i i ok hare wigred  coniract it the lssant Licyds
advice and nwlmawrmﬁmwarmmummrfm the e and condifons et oat i thal castract
g B, Loy s RN Chaty Ao 11, 17 Frow Eushhng. 87  Bocact, DT42F, Komn or 8 o behal ot Loy

Flocasies Duaity hssuranca Leviled, 1 Trieity Fark Bickansi Lane, Biminghan £37 7TES, Undad Kinsdom
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KR HELLAS LTD, Certificate Noz
41, Athinas Av., Vouliagmeni, CPR-MD-1002-19
GR-16671, Athens, Greece

TEL: +30-210-428-6736
FAX: +30-210-4258-6728

EC CERTIFICATE of
Factory Production Control

THIS IS TO CERTIFY that KR Hellas Ltd., designated by the Hellenic Republic of Gireece as Notified
Body, did undertake the initial inspection of factory and factory production control according to
REGULATION (ELI) No. 305/2001 of The European Parliament and of the Council of 9 March 2011 and
found that the factory and factory production control are comply with the all provisions described in the
Annex ZA of the EN 13479:2017.

Manufacturer Name © KISWEL Co. Ltd. Changwon Plant
Address T4, Gongdan-ro, S gu, Ch i, G do, Korea
Product Name . Welding Consumables

(Refer to Attachment for detailed description)

Applicd Standard ¢ EN 13479:2017 and relevant standards
Conformity System(S) : System 2+

This certificate is issued at Athens under the authority of the Hellenic Republic of Greece by KR Hellas
Lid., Notified Body No. 2198,

This eertificate remains valid subject to annual surveillance, assessment and approval of factory production
control as long as the conditions laid down in the harmenized technical specification in reference or the

manufacturing conditions in the factory or the FPC itself are not modified significantly.

- Initially [ssued Date : 21 March 2019
- Currently [ssued Date  : 10 July 2020
- Nexi Surveillance o 20 March 2021 (but not later than 20 June 2020}
Joprres
Park foa-sung :

Notified Body No.2198
CEQO of KR Hellas Lid.

Ay person mot @ parny iy die ! iy e rood asset @ ci RO for conns Db w ar
tiasa which may b el o far errars of fudgmeny, fiml ar negipence KRH sy
h KR s e KR Hellax g arall b

aand W
alirpciors, afiorn evpiovees.and ane orher aeting on b bl of KR Hellea L




6a.

6b.

DECLARATION OF PERFORMANCE

KISWEL No. KC-25M-2019-03

Unique identification code of the product type: »KC-25M«
i) ENISO 14341 - A G 42 2 M21 2Si
ii) EN ISO 14341 - B G 49A 2 M21 S3

Intended use/es : Filler metals for fusion welding of metallic materials

Manufacturer : KISWEL LTD., #704, Gongd: gu Ch i, do, Korea

Authorized representative : n.r.

System/s of AVCP : System 2+

Harmonized standard : EN 13479 : 2017 and relevant standards

Notified body/ies :

KR Hellas Ltd., and identification No. 2198 (of the notified body as given in the DOP) performed the initial inspection of the manufacturing plant
and of factory production control and the continuous surveillance, assessment and evaluation of factory production control, and issued the

certificate of constancy of conformity of the factory production control.
Certificate No. CPR-MD-1002-19 on the basis of EN 13479.

European Assessment Document : n.r., European Technical Assessment: n.r., Technical Assessmentbody : n.r
Notified body/ies : n.r.

Declared performance:

Essential characteristics Performance Harmonized technical
(EN 13479: 2017, Anhang ZA) specification
Tolerances on dimensions Passed EN 13479:2017,
EN ISO 544:2011
Elongation )220% EN 13479:2017,
ii) 218 % EN ISO 14341:2010
Tensile strength i) 500 - 640 MPa EN 13479:2017,
ii) 490 - 670 MPa EN ISO 14341:2010
Yield strength i) 2420 MPa EN 13479:2017,
ii) 2 390 MPa EN ISO 14341:2010
Impact strength i)247J (-20 °C) EN 13479:2017,
ii) 2 27J (20 °C) EN 1SO 14341:2010
Chemical composition Passed EN 13479:2017,
EN ISO 14341:2010
Durability Passed EN 13479:2017
Dangerous substances Passed** EN 13479:2017
Emission of radioactivity not relevant EN 13479:2017
**) Detailed i ion regarding refer to the safety data sheet on www.KISWEL.com

Appropriate Technical Documentation and/or specific Technical documentation : n.r
The performance of the product identified above is in conformity with the set or declared performance /s This declaration of
is issued, in with Regulation (EU) No 305/2011, under the sole responsibility of the manufacturer

identified above.
Signed for and on behalf of the manufacturer by:

Yangchool KANG, QA team Manager

(name and function)

Changwon Plant March 21,2019 >/ C . /&7

(place and date of issue) (signature) 4




(' Abbreviations and marks with definitions )

This welding handbook uses the folling abbreviations and marks if necessary.

Abbrev.And mark Definition Abbrev.And mark Definition
AC Alternating Current NL Number of Layer
A Ampere NR Not Required
AP All Positions 0D Outer Diameter
AW As-welded oa 0il Quenching
Bal. Balance 0S Offset Strength
Ceq Carbon equivalent osw One-side Welding
CR Cooling Rate Pol Polarity
DC Direct Current Pre.H Preheat
DCEN DC, Electrode Negative PWHT Postweld Heat Treatment
DCEP DC, Electrode Positive RA Reduction of Area
Dia. Diameter RC Redrying Conditons
EGW Electrogas Arc Welding RG Root Gap
ESW Electroslag Are Welding RT Room Temperature
EL Elongation SAW Submerged Arc Welding
Ext Extension of Wire SG Shielding Gas
F Flat Position SMAW Shielding Metal Arc Welding
FN Ferrite Number SR Stress Relief
FCwW Flux Cored Wire SwW Solid Wire
GMAW Gas Metal Arc Welding TIG Tungsten Inert Gas
GS Groove Size T™MCP Thermo-mechanical Control Process
GTAW Gas Tungsten Arc Welding TS Tensile Strength
HAZ Heat-affected Zone Temp Test Temperature
HF Horizontal Fillet \ Voltage
HI Heat Input VD Vertical-Down Position
HT High Tensile VU Verical-Up Position
Hv Hardness W Width
HRC Hardness WP Welding Position
HS Hardness wa Water Quenching
IPT Interpass Temperature YP Yield Point
\% Impact Value = Maximum
L Length > Minimum
MAG Metal Active Gas

MIG

Metal Inert Gas




Welding Position according ASME & IS0 6947

Butt Welds \ Fillet Welds

| PA A A
-0 ! mut pason - 1R
Pipe ratation 2
2F P||1L roks Ix. a

Fl,,.C ficed

arertead
pasiice) o

PE

auarhand position
B -
P

. .lphlil

PG

horwe: prosition

downhlll

Fipe fixed § 5F
uphill

Pipe fixed |

dawmhill

&G
& dowenhia

Welding positions sccording to AWS 3.0
ME soction [X
DIN EN 150 G347




\ L)

Please keep the followings to
prevent the welder and the
surrounders from the physical
accident.

\_
(Cﬁ A warning

A death from electric shock can be caused.

» Do not touch on the transition part.

(The covered arc welding electrode squeezed in welding rod holder and the wires in welding
are in the transitional status)

» Must use dried insulation tools. Do not break or wet tools.

> Set the high prevention equipment for the electric shock when doing applications in
the high or small places.

Use the safety rope when welding.

» Read through the manual and keep the suggestions before using the welding machine.
Do not use the welding machine with off-cased or off-covered.
Use the profit cable.

Fix or change damaged cables by checking and repairing.

(CQ A\ waning !

The fume and the gas from welding can hurt the health.
Welding in small places can cause suffocation for the shortage of air.

» Keep away the head from the fume and gas.
» Use the breathing aid or ventilating device to prevent from suffocation by lack of air and poisoning by
fume or noxious gas.
» Ventilate on the whole when welding indoor.
Specially when welding at the small places, ventilate sufficiently or wear the breathing aid.
At the same time, do the work under the trained supervisors.
» Do not weld near the places of removal of grease, rinsing, spraying and coating.
Welding near those places maybe produce the noxious gas.
> Use the breathing aid or ventilate sufficiently when welding steel boards, coating steel
boards or things like that.




((3 A warning

The arc light is harmful for the eyes and skins.

» Please wear the shade protectors that have the sufficient rate of shading when welding or
supervising the welding.
When choose the luminous intensity of lens or filter plate, consider the usage standard of JIS T8141.

» Wear profit protectors such as the leather shield, leg protectors, leather suits and long sleeves
wear for welding to prevent body from the arc light.

> Please equip the shading curtain around the welding site for other people cannot see light of arc.

((4 A warning

There is a possibility of fire or explosion.

» Do not weld near the high ignited inflammables.

» Remove the inflammables not to reach the spatter with the inflammables.
If it is impossible, cover the inflammables to use nonflammability covers.

» Do not weld the air light containers and air light pipes, or containers and pipes that have
the inflammables inside.
Keep away welded materials on the hot condition from the inflammables.

» Remove the inflammables at the inside when welding the ceiling, floor and wall.

» Do not weld when the welding wire keeps in touch with a current circuit of the basic materials,
except for the edge of welding torch.

» Insulate tightly the junction of the cable. Please connect the basic materials of the cable with the
welding spot as near as possible.

> Please install the fire extinguisher near the welding place in case of the accidents.



(CQ A\ warning

The lack treat of spatter and slag can hurt the eyes or cause the burn.
Eyes can be hurt or burned by high heat from welding.

» Please wear the protectors like protect glasses, leather shield for welding, long sleeve wears,
leg protectors and leather aprons.

» Do not touch the welding spot until get cold.

(CQ A\ waning

There is a danger to get harmed in the eyes or face by the wire edge.

» Do not hands off the wire edge part when rip off the wires.
» Do not face the welding torch to the face when watch the suppling status of wires.
> Please wear the glasses or leather suits when treat wires or welding rods.

(C) A\ varning

There is a danger to get harmed by dropping while carrying
the welding materials.

» Please wear safety shoes when treat and carry the welding materials.
Be careful not to drop the welding materials on the upper body when carrying them.
» Be careful of the pose when carrying not to cause the lumbago.
About the wire in the pailpack, use after reading the handling suggestions on the container.
» Please load welding materials not to be dropped or collapsed when keeping and carrying them.
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~ ( BRIEFHISTORY )

1969 MAR.  Korea Welding Electrode Co.Ltd. Established.
JUL. Technical Collaboration Agreement with Nittetus Electrode Ltd. in Japan.
1970 DEC. Approved by Korean Register of Shipping (KR)
1971 JUL.  Approved by Lloyd's Register of Shipping.(LR) and france(BV),USA(ABS)
1974  ma. Approved by Nippon Kaiji Kyokai (NKK)
1975 JUL.  Approved by Det Norske Veritas and Germanisher Lloyd (DNV)
1 978 JUN.  Technical Collaboration Agreement with Tokuden Co,Ltd. in Japan and Alloy Electrode Production.
198[] DEC. Approved by Country's Register for Stainless Welding Consumables. (ABS, DNV, KR)
1982 JUN.  Approved by Japanese Industrial Standard. (JIS 23211, 23212)
1987 FEB.  Welding Technology Institute Authorized by Government.
JUN. Quality Control 1st Grade Authorized by Government.
1988 0CT.  F.C.W Factory established in Changwon.
199[] JUL.  Changwon Factory Expanded & F.A. Driven.
1992 DEC.  Total Quality Assurance System Settled Down.
1994  sep Solid Wire for MAG Facilities Expanded.
1995  MA.  FCW Facilities Expanded.
O0CT.  1SO 9002 Certified.
1996 NOV.  Approved by Japanese Industrial Standard. (JIS Z3313, 73323 — FCW)
NOV. Awarded Prize of Export USS50 Million.
1997  MA.  Factory Operated in Malaysia. (Kiswel SDN BHD)
1998 B Foreign Branch Office Established in EU and USA.
1999 . Company's Name Changed to KISWELL LTD. (Global CI)
FEB. Foreign Branch Office Established in China. (Shanghai)




1999  SEP. QS 9001&ISO 14001 Certified by Lioyd's Register

0CT. FCW Facilities Expanded in Malaysia.

2001 MAY.  Welding Electrode Facility Expanded in Malaysia.

2002 wL The Completion of a New R&D Center Building.

2003 N TheConversion of USAbranchto Corporation and Moved in Atlanta. (KISWEL USA INC)

MAR.  Foreign Branch Office Established in China. (Dalian)

2004 mal Factory Operated in Dalian China (KISWEL Dalian Ltd.)

2005 B 1SO/TS16949 Certified.

2[][]6 AUG. Factory Operated in Kentucky. USA. (KISWEL INC.)

2[][]7 FEB.  Foreign Branch Office Established in Dubai. UAE

MAR.  AnExemplary Enterprise Awarded by Government

2[][]8 DEC.  Awarded Export $100 million tower by Government

2009 L Foreign Branch Office Established in Thailand. (Bangkok)

AUG. Foreign Branch Office Established in Vietnam. (Ho Chi Minh)

2010 MR CECertified.

MAY.  ASME QSC Certified.

2[]11 APR.  Factory Operated in Heung Kuk Steel Wire Co,Ltd

2012 A6 POSWELDING established

2014  vEc.  Foreign Branch Office Established in Mexico. (Monterrey)

2016 N Selected for the World Class 300

2[]1 7 0CT.  Awarded Presidential Commendation for Contribution to the Capital Goods Industry

2[]21 AUG. Received the grand prize at 2021 Consumer Selected Quality Satisfaction Award'
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WELDING CONSUMABLES

~\ Covered Electrodes )

For mild steel and 490MPa high tensile strength steel

Classifications
Brand name Page
AWS EN KS Jis

KCL-10 A5.1 E6010 ENISO 2560-A E380C22 D7004 E431 Z3211 E4310 45
ENISO 2560-B E4310A

KCL1M A5.1 EBOTI ENISO 2560-A E382C12 D7004 E431 Z3211 E43M 46
ENISO 25608 E4311A

K-6012 A5.1 E6012 ENISO 2560-A E380R 12 D7004 E4313 Z3211 E4312 47
ENISO 25608 E4312A

KR-3000 A5.1 E6013 ENISO 2560-A E380R 11 D 7004 E4313 Z3211 E4313 48
ENISO 2560-B E4313A

KR-3000V A5.1 E6013 ENISO 2560-A E380R 15 D 7004 E4313 Z3211 E4313 49
ENISO 2560-B E4313A

KI-101LF A5.1 E6019 ENISO 2560-A E382RA 12 D 7004 E4301 Z3211 E4319 50
ENISO 2560-B E4319AU

K-6022 A5.1 E6022 ENISO 2560-A E380A 23 - 51

KF-300LF A5.1 E6027 ENISO 2560-A E380A53 D 7004 E4327 Z3211 E4327 52
ENISO 2560-B E4327A

KT-303 - ENISO 2560-A E380RB 12 D7004 E4303 Z3211 E4303 53
EN SO 25608 E4303AU

KH-500LF A5.1 E7016 ENISO 2560-A E383B12H10  D7004 E4316 73211 E4316 54
EN SO 25608 E4316AUH10

KH-500T A5.1 E7016 ENISO 2560-A E380B12H10  D7004 E4316 73211 E4316 55
ENISO 2560-B E4316AH10

KH-500W A5.1 E7016 ENISO 2560-A E383B12H10  D7004 E4316 Z3211 E4316 56
ENISO 2560-B E4316AH10

KH-500VLF A5.1 E7048 ENISO 2560-A E380B35H10  D7004 E4316 Z3211 E4948 57
ENISO 2560-B E4316AH10

K-7014 A5.1 E7014 ENISO 2560-A E42ARR32 - Z3211 E4914 58
ENISO 2560-B E4914A

K-7024 A5.1 E7024 ENISO 2560-A E42ARR53 D 7004 E4324 Z3211 E4924 59
ENISO 2560-B E4924A

K-7024N A5.1 E7024-1 ENISO 2560-A E420RR53 D7004 E4324 Z3211 E4924-1 60
ENISO 2560-B E4924A

K-7010G A55 E7010-G ENISO 2560-A E420C22 - Z3211 E4910-G 61
ENISO 25608 E4910-GA

K-7010P1 A55 E7010-P1 ENISO 2560-A E422C25 - Z3211 E4910-P1 62
EN SO 2560-B E4910-P1A

KK-50LF A5.1 E7016 ENISO 2560-A E423B12H10  D7006 E5016 Z3211 E4916 63
ENISO 2560-B E4916AUH10

K-7016HR A5.1 E7016 H4R ENISO 2560-A E423B12H5  D7006 E5016 Z3211 E4916 H5 64
ENISO 2560-B E4916AUH5

K-7018 A5.1 E7018 ENISO 2560-A E423B32H10  D7006 E5016 Z3211 E4918 65
ENISO 2560-B E4918AUH10

K-7018(Pipeweld) ~ A5.1 E7018 H4 ENISO 2560-A E423B32H5  D7006 E5016 23211 E4918 H5 66
ENISO 2560-B E4918AUH5

K-7018HR A5.1 E7018 H4R ENISO 2560-A E423B32H5  D7006 E5016 Z3211 E4918 H5 67
ENISO 2560-8 E4918AUH5

K-7018N A5.1 E7018-1 ENISO 2560-A E424B32H10 - Z3211 E4918-1 68

EN ISO 2560-B E4918-1AUH10

KISWEL [EEl



WELDING CONSUMABLES

~( CoveredElectrodes )

Classifications
Brand name Page
AWS EN KS Jis
K-7018NP A5.1 E7018-1 H4R ENISO2560-A E424B42H5 - Z3211 E4918-1H5 69
EN SO 2560-B E4918-1AUH5
K-7028LF A5.1 E7028 ENISO 2560-A E420B52 D 7006 E5026 73211 E4928 70

EN ISO 2560-B E4928A

For high tensile strength steel (520~830MPa)

Classifications
Brand name Page
AWS EN KS Jis
K-8010G Ab.5 E8010-G ENISO 2560-A E460C22 - 2321 E5510-G Al
ENISO 2560-B E5510-GA
K-8010P1 Ab.5 E8010-P1 ENISO 2560-A E462C25 - 2321 E5510-P1 72
ENISO 2560-B E5510-P1A
KK-65 Ab.5 E8016-G ENISO 2560-A E463B12H10  D7006 E5316 7321 E5516-G 73
EN SO 2560-B E5516-GAH10
K-8018 A55 E8018-G ENISO 2560-A E463B32H10 D7006 E5316 23211 E5518-G 74
EN SO 2560-B E5518-GAH10
KK-60 A5.5 E9016-G EN SO 2560-A E5001NiB12H10 D 7006 E5816 Z3211 E6216-G 75
EN SO 2560-B E5516-GAH10
KK-70 A55 E10016-G EN 7567 EB53ZB12H10 D7006 E7016 73211 E6916-G 76
KK-80 A5.5 E11016-G EN 757 E620ZB12H10 D7006 E8016 73211 E7616-G n
K-9018M Ab.5 E9018-M ENISO 2560-A E505ZB32H10 D 7006 E5816 23211 E6218-N3M1 78
K-10018M Ab.5 E10018-M EN757 E553ZB32H10 D7006 E7016 Z321 E6918-N3M2 79
K-11018M Ab5 EN018-M EN 757 E623ZB32H10 D7006 E8016 2321 E7618-N4M2 80
K-12018M A5 E12018-M EN757 E693ZB32H10 - 73211 E8318N4C2M2 81
K-8018D1 Ab.5 E8018-D1 H4 ENISO 2560-B E5518-3M2PH5 - 7321 ES5183M2PHs 82
K-10018D2 Ab.5 E10018-D2 H4 EN 757 EB53ZBTR2H5 - 73211 E69184M2PHS 83
K-8018D3 A55 E8018-D3 H4 ENISO 2560-8 E55183M3PH5 - 73211 E55183M3PH5 84
For atmospheric corrosion resisting steel
Classifications
Brand name Page
AWS EN KS Jis
KW-50G Ab5 E7016-G ENISO 2560-A E423ZB12H10 D 7101 DAS016W 73214 E4916-NCC1 85
ENISO 2560-B E 49 16-GAH10
KW-50V A5 E7016-G - D 7101 DA5016G 73214 E4916-CC 86
KW-50WH - D 7101 DA5026W 73214 E4928-NCC1 87
KW-60G A5.5 E8016-G EN SO 2560-A E500ZB 12 D 7101 DAS816W 23214 E5516-NCC1 88
EN SO 2560-B E5516-GA
K-8018W Ab5 E8018-W2 ENISO 2560-A E462ZB32H10 - 23214 E5518-NCC1 89
EN IS0 2560-B E5518NCCIAUHI0
KA-50G A5.5 E7016-G ENISO 2560-A E420ZB12H10 - 73211 E4916-NC 90

EN ISO 2560-B E 49 16-GAH10
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WELDING CONSUMABLES

~\ Covered Electrodes )

For low temperature service steel

Classifications
Brand name Page
AWS EN KS Jis

KK-50N A55 E7016-G ENISO 2560-A E423ZB12H10 D7023 DL5016-4A0  Z3211 E4916-G 91
ENISO 2560-B E4916-GAH10

KK-50NN A55 E7016-G ENISO 2560-A E425ZB12H10 D7023 DL5016-6A1  Z 3211 E4916-G 92
EN SO 2560-8 E4916-GAH10

K-8016C1 A55 E8016-C1 ENISO 2560-A E4662NiB12H10 D7023 DL6016-6P2 ~ Z3211 EB516-NSPU 93
ENISO 2560-B E5516N5PUHI0

K-8018C1 A55 E8018-C1 ENISO 2560-A E4662NiBR2H10 - Z3211 EB518-NSPU 94
ENISO 2560-B E5518N5PUHI0

K-8016C2 A5.5 E8016-C2 ENISO 2560-A E4663NiB12H10 D 7023 DL5016-6P3 ~ Z 3211 E5516-N7 P 95
ENISO 2560-B E5516-N7PH10

K-8018C2 A5.5 E8018-C2 ENISO 2560-A E4663NiBRH10 - Z3211 EB518-N7P 9
ENISO 2560-B E5518-N7PH10

K-8018C3 A5.5 E8018-C3 ENISO 2560-A E4641NiB32H10 - Z3211 E5518-N2 U 97
ENISO 2560-B E5518N2AUH10

K-7018C3L A55 E7018-C3LHAR  ENISO 2560-A E4231INiB32H5 - Z3211 E4918-N2 H5 98
EN SO 2560-B E4918-N2AH5

K-7018G A55 E7018-G H4R ENISO 2560-A E4251NiB32H5 - Z3211 E4918-G HE 9
ENISO 25608 E4918-GAHS

K-8016C4H A55 E8016-C4 H4 ENISO 2560-A E465ZB12H5 - Z3211 E5616-N3UHE 100

EN ISO 2560-B E5516N3AUHS

For heat-resisting steel

Classifications
Brand name Page
AWS EN KS JIs

K-7010A1 AB5 ET010-A1 EN SO 3580-B E 49 10-1M3 - 73223 E4910-1M3 101

K-7016A1 AB5 E7016-A1 ENISO3580-A EMoB12H10 ~ D7022 DT1216 73223 E4916-1M3 102
EN SO 3580-B E 49 16-IM3H10

K-7018A1 Ab.5 E7018-A1 ENISO3580-A EMoB32H10 - 73223 E4918-1M3 103
ENISO 3580-B E4918-IM3H10

K-8016B1 Ab.5 E8016-B1 ENISO 3580-A ECMo05B12H10 - 73223 E5516-CM 104
ENISO 3580-B E 55 16-CM H10

K-8016B2 A5.5 E8016-B2 ENISO 3580-A ECMo1B12H10 D 7022 DT2316 73223 E5516-1CM 105
EN IS0 3580-B E5516-1CM H10

K-8018B2 AB5 E8018-B2 EN SO 3580-A ECMo1B32H10 D7022 DT2318 73223 E5518-1CM 106
EN SO 3580 E 55 18-1CM H10

K-901683 AB5 E9016-B3 EN SO 3580-A ECMo2B12H10 D7022 DT2416 73223 E6216-2C1IM 107
EN SO 3580-8 E62162CIMH10

K-9018B3 AB5 E9018-B3 EN SO 3580-A ECMo2B32H10 D7022 DT2418 73223 E6218-2C1M 108
EN SO 3580-B E62182CIMH10

K-8015B6 AB5 E8015-B6 EN SO 3580-A ECMo5B22H10 D 7022 DT2516 73223 EB515-5CM 109
EN SO 3580-B E 55 15-5CM H10

K-8016B6 Ab.5 E8016-B6 ENISO 3580-A ECMo5B12H10 D 7022 DT2516 73223 E5516-5CM 10
ENIS0 3580-B E5516-5CMH10

K-8015B8 Ab.5 E8015-B8 ENISO3580-B BEG215CIMHI0 D 7022 DT2616 73223 EB515-9CIM M

K-8016B8 A5.5 E8016-B8 EN ISO 3580-B_BEG2169CIMHI0 _ D 7022 DT2616 73223 E5516-9C1M 12
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For heat-resisting steel

Classifications
Brand name Page
AWS EN KS Jis
K-9015B9 A5 E9015-B91HAR  ENISO 3580-A ECrVlo91B42H5 - 73223 E62159CIMV 113
ENISO 3580-B E62159C1IMVH5
K-9015B9W Ab.5 E9015-B92 HAR - 73223 E6215-G 14
For hardfacing
Classifications
Brand name Page
AWS EN KS Jis
KM-100 - EN 14700 EFe1 D 7035 DF2A-250-R 73251 DF2A-250-R ns
KM-250 - EN 14700 EFe1 D 7035 DF2A-250-B Z 3251 DF2A-250-B né
KM-300R - - D7035 DF2A-300-R 73251 DF2A-300-R n7
KM-300 - EN 14700 EFe1 D7035 DF2A-300-B 73251 DF2A-300-B n8
KM-100C - EN 14700 EFe1 D 7035 DF2A-350-R 73251 DF2A-350-R 19
KM-350 - - D 7035 DF2B-350-B 73251 DF2B-350-B 120
KM-350R - - D 7035 DF2A-350-R 73251 DF2B-350-R 121
KM-500 - - D 7035 DF2B-450-B 73251 DF2B-450-B 122
KM-700 - - D 7035 DF2B-700-B 73251 DF2B-700-B 123
KM-700R - - D 7035 DF3B-700-R 73251 DF3B-700-R 124
KSB-2 - - D 7035 DF3B-600-BR 73251 DF3B-600-BR 125
KM-800 - - D 7035 DF3C-700-B 73251 DF3C-700-B 126
KM-800D - DIN 8555 E 6-UM-60 - - 127
KM-11Cr - - D 7035 DF4B-500-B 73251 DF4B-500-B 128
KM-900 - - D7035 DFMA-250-B 7 3251 DFMA-250-B 129
KM-650 - DIN 8555 E 10-UM-60 - 130
KM-680 - DIN 8555 E10-UM-65 - - 131
KM-1000 - - D 7035 DFWA-700-S ~ Z 3251 DFWA-700-S 132
KQD-600 - - - - 133
KM-13CrM - - - - 134
KBH-2 - - - - 135
KOSPEL:600H - - - - 136
KOSPEL:800R - - - - 137
For stainless steel
Classifications
Brand name Page
AWS EN KS Jis
KST-307-15 Ab.4 E307-15 - D 7014 E307-15 73221 ES307-15 138
KST-308-15 Ab.4 E308-15 ENISO 3581-A E199B22 D 7014 E308-15 73221 ES308-15 139
KST-308 Ab.4 E308-16 ENISO3581-A E199R 12 D 7014 E308-16 73221 ES308-16 140
KST-308L-15 Ab.4 E308L:15 ENISO3581-A E199LB22 D 7014 E308L:15 73221 ES308L-15 4
KST-308LB A5.4 E308L-15 ENISO3581-A E199LB22 D 7014 E308L-15 73221 ES308L-15 142
KST-308L Ab.4 E308L-16 ENISO3581-A E199LR12 D 7014 E308L-16 73221 ES308L-16 143
KST-308L-17 Ab.4 E308L-17 ENISO3581-A E199LR12 D 7014 E308L-16 73221 ES308L-17 144
KST-308H Ab.4 E308H-16 ENISO3581-A E199HR 12 - 73221 ES308H-16 145
KST-308H-17  A5.4 E308H-17 ENISO3581-A E199HR 12 - 73221 ES308H-17 146
KST-308Mo Ab5.4 E308Mo-16 ENISO3581-A E20103R 12 D 7014 E308Mo-16 73221 ES308Mo-16 147
KST-309-15 Ab.4 E309-15 - D 7014 E309-15 73221 ES309-15 148
KST-309 Ab5.4 E309-16 - D 7014 E309-16 73221 ES309-16 149
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WELDING CONSUMABLES

~\ Covered Electrodes )

Classifications
Brand name Page
AWS EN KS Jis
KST-309L:15 Ab.4 E309L-15 ENISO3581-A E2312LB22 D 7014 E309L:15 73221 ES3091:15 150
KST-309L A5.4 E3091-16 ENISO3581-A E2312LR12 D 7014 E309L-16 73221 ES3091:16 151
KST-3091-17 Ab.4 E309L:17 ENISO3581-A E2312LR12 D 7014 E3091-16 73221 ES3091-17 152
KST-309Mo-15  A5.4 E309Mo-15 - D 7014 E309Mo-15 73221 ES309Mo-15 153
KST-309Mo A5.4 E309Mo-16 - D 7014 E309Mo-16 73221 ES309Mo-16 154
KST309LMo  A5.4 E309LMo-16 ENISO3581-A E23122LR12  D7014 E309Mol-16 73221 ES309LMo-16 155
KST309LMoT ~ A5.4 E309LMo-17(mod) ENISO3581-A E23122LR12 - - 156
KST-309Nb A5.4 E309Nb-17 ENISO3581-A E2312NbR12 D 7014 E309Nb-16 73221 ES309Nb-16 157
KST-310 Ab.4 E310-16 ENISO3581-A E2520R 12 D 7014 E310-16 73221 ES310-16 158
KST-312 Ab.4 E312-16 ENISO3581-A E299R 12 D 7014 E312-16 73221 ES312-16 159
TENSILEWELD - - - - 160
KST316-15 Ab.4 E316-15 ENISO3581-A E19122B22 D 7014 E316-15 73221 ES316-15 161
KST-316 Ab.4 E316-16 ENISO3581-A E19122R 12 D 7014 E316-16 73221 ES316-16 162
KST316L-15 Ab.4 E316L-15 ENISO3581-A E19123LB22 D7014 E316l-15 73221 ES316L:-15 163
KST-316LB Ab.4 E316L-15 ENISO3581-A E19123LB22 D7014 E316l-15 73221 ES316L:15 164
KST316L Ab.4 E316L-16 ENISO3581-A E19123LR12 D7014 E316l-16 73221 ES316L-16 165
KST-316L-17 Ab.4 E316L-17 ENISO3581-A E19123LR12 D7014 E316L-16 73221 ES316-17 166
KST-317 Ab.4 E317-16 - D 7014 E317-16 73221 ES317-16 167
KST317L A5.4 E3171-16 ENISO3581-A E19134NLR12 D7014 E317L-16 73221 ES3171-16 168
KST-318 Ab4 E318-16 - D 7014 E318-16 73221 ES318-16 169
KST-3478 Ab.4 E347-15 ENISO3581-A E199NbB22  D7014 E347-15 73221 ES347-15 170
KST-347 Ab.4 E347-16 ENISO 3581-A E199NbR 12 D 7014 E347-16 73221 ES347-16 m
KST-347-17 Ab.4 E347-17 ENISO 3581-A E199NbR 12 D 7014 E347-16 73221 ES347-17 172
KST-347L - - D 7014 E3471-16 73221 ES3471-16 173
KST410 Ab.4 E410-16 ENISO 3581-A E13R 12 D 7014 E410-16 73221 ES410-16 174
KST410NiMo ~ A5.4 E410NiMo-16 ENISO 3581-A E134R12 D 7014 E410-16 73221 ES410NiMo-16 175
KST430 Ab.4 E430-16 ENISO 3581-A E17R12 D 7014 E430-16 73221 ES430-16 176
KST2209 Ab.4 E2209-16 ENISO3581-A E2293NLR12 - 73221 ES2209-16 177
KST-22098 A5.4 E2209-15 ENISO3581-A E2293NLB22 - 73221 ES2209-15 178
KST-2594 Ab.4 E2594-16 ENISO 3581-A E2594NLR12 - 179
For castiron
Classifications
Brand name Page
AWs EN KS JIs
KL-100 - - D 7008 DFCCI 73252 ECFeC-3 180
KCF-50 A5.15 Est - - - 181
KFN-50 A5.15 ENiFe-Cl ENISO 1071 ECNiFe-Cl1 D 7008 DFCNiFe 73252 E C NiFe-Cl 182
KSN-100 A5.15 ENi-Cl ENISO 1071 ECNi-Cl1 D 7008 DFCNi 73252 E CNi-Cl 183
For spemal purpose
Classifications
Brand name Page
AWS EN KS Jis
CUTTINGROD - - - - 184
GOUGINGROD - - - - 185
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For mild steel and 490MPa high tensile strength steel

Classifications
Brand name Page
AWS EN KS Jis
KC-25 A5.18 ER70S-3 IS0 14341-A G422C12Si D 7025 YGW14 23312 G43A0UC3 189
IS0 14341-B G49A2C1S3
KC-25M A5.18 ER70S-3 IS0 14341-A G 422 M21 2Si D 7025 YGW16 23312 YGW16 190
IS0 14341-B G 49A 2 M21 S3
KC-35 A5.18 ER70S-3 - 191
KC-378 A5.18 ER70S-G - - - 192
KC-26 A5.18 ER70S-G IS0 14341-A G462C1Z D 7025 YGWT 23312 YGWT 193
G462M21Z
IS0 14341-B G49A2C1811
G49A2M21 811
2026 A5.18 ER70S-G IS0 14341-A G462C1Z D 7025 YGW11 23312 YGWT1 194
G462M21Z
IS0 14341-B G49A2C1S1
G49A2M21 81
Z0-50R A5.18 ER70S-G ISO 14341-A G462C1Z D 7025 YGW11 23312 YGWT1 19
G462M21Z
IS0 14341-B G49A2C1 811
G49A2M21 811
KC-27 A5.18 ER70S-G IS0 14341-A G462M21Z D7025 YGW15 23312 YGW15 196
IS0 14341-B G 49A 2 M21 §15
2021 A5.18 ER70S-G IS0 14341-A G462M21Z D 7025 YGW15 23312 YGW15 197
IS0 14341-B G 49A 2 M21 §15
KC-28 A5.18 ER70S-6 ISO 14341-A G 423C13Si1 D 7025 YGW12 73312 YGW12 198
G 423M213si1

IS0 14341-B G49A3C1S6
G 49A3M21S6
20-28 A5.18 ER70S-6 IS0 14341-A G423C13Si1 D 7025 YGW12 73312 YGW12 199
G423 M213Si1
IS0 14341-B G49A3C156
G 49A3M21S6
KC-29 A5.18 ER70S-6 IS0 14341-A G464 C14Si1 - 23312 GB5A4UC6 200
G464 M214Sin
IS0 14341-B G49A4U C1S6
G 49A 4U M21 S6
20-29 A5.18 ER70S-6 IS0 14341-A G464 C14Si1 - 23312 GB5A4UC6 201
G464 M214Sin
IS0 14341-B G49A4U C1S6
G 49A 4U M21 S6
KC-70S2 Ab.18 ER70S-2 IS0 14341-A G463C12Ti - 23312 G49A3C2 202
G 46 3 M21 2Ti
IS0 14341-B G49A3C1S2
G 49A 3 M21 82
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WELDING CONSUMABLES
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For high tensile strength steel (520~830MPa)

Classifications
Brand name Page
AWS EN KS Jis
2055 A5.18 ER70S-G IS0 14341-A G500C1Z - 73312 YGW18 203
IS0 143418 G55A 0U C1518
Z0-55R A5.18 ER70S-G - - 73312 YGW18 204
20-60 A5.28 ER80S-G IS0 16834-A G552C1Z D 7025 YGW21 23312 GBJATUCIMT 205
IS0 16834-B G 62A 2U C13M1T
20-90 A5.28 ER90S-G IS0 16834-A G 623 M21Z - 73312 G62A3M3WMIT 206
IS0 16834-B G 69A 3U M21 3M1T
ZH-90 A5.28 ER90S-G IS0 16834-A G626M21Mn3NitMo - 73312 GG2ABUMNIMIT 207
IS0 16834-B G 69A 6U M21 N2MI1T
ZH-100 Ab.28 ER100S-1/G IS0 16834-A G622M21ZMn3Nil5Mo - 23312 GESAZMNACM2IT 208
G622M13ZMn3Ni15Mo
IS0 16834-B G 69A 2U M21 NACM21T
G69A2U M13N4CMIT
ZH-100D Ab.28 ER100S-1/G IS0 16834-A G622M21ZMn3NitsMo - 73312 GEOAZM NACM2IT 209
G622M13ZMn3Ni15Mo
IS0 16834-B G 69A 2U M21 NACM21T
G69A2UM13NACM2IT
Z0-10 A5.28 ER110S-G IS0 16834-A G694M21 Mn3Ni1CMo - - 210
ZH-120 A5.28 ER120S-G IS0 16834-A G 696 M21Z - 73312 GI8A6MO ALl
IS0 16834-B G 83A 6U M21G
Z0-120 A5.28 ER120S-G 1S0 16834-A G794M21 MndNi2Co - - 212
For heat-resisting steel
Classifications
Brand name Page
AWS EN KS Jis
KC-80D2 A5.28 ER80S-D2 - D 7120 YGM-C 23317 YGM-C 213
KC-81CMA A5.28 ER80S-G - D 7120 YGICM-A 73317 G55M-1CM3 214
KC-80SB2 A5.28 ER80S-B2 IS0 21952-B G 55 M13 1CM D 7120 YGICM-G 73317 G55A-1CM 215
KC-80SB2MnV  A5.28 ER80S-G - - - 216
KC-90SB3 A5.28 ER90S-B3 IS0 21952-B G 62 M13 2C1M D 7120 YG2CM-G 23317 G62A2CIM 217
KC-90SB9 A5.28 ER90S-B9 1S0 21952-A G CrMo91 - 218
150 21952-B G 62 M12 9C1IMV
KC-90SB9W A5.28 ER90S-BYmod.) - - - 219
For low temperature service steel
Classifications
Brand name Page
AWS EN KS Jis
KC-80SNi1 A5.28 ER80S-Ni1 - - - 220
KC-80SNi2 A5.28 ER80S-Ni2 IS0 14341-A G466M132Ni2 - - 21
KC-80SNi3 A5.28 ER80S-Ni3 - - - 222
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Gas shielded FCW for 420~490MPa high tensile strength steel

Brand name

K-61T

K-70T

K-71T

K-71TLF

K-71T™

K-71TMJ

K-71T Plus

K-70TB

K-71TB

K-70ST

KX-100

KX-200

KX-200H

KX-200E

KX-70CM

KX-706M

KX-706T

KX-706MU

Classifications
AWS EN Jis
Ab5.20 E61T-G ENISO 17632-B T43Z T1-1IM21A 73313 T430T1-IMA H10

A5.36 E61T1-M21AY-G
A5.20 E70T1C-1M

AB.36 E70T1-C1M21A0CS1HS

A5.20 E7T1TIC

A5.36 E71T1-C1A0-CS1-H8

A5.20 E7T1T1C-M

A5.36 E71T1-C1A2- CS1-H8
E71T1-M21A2- CS1-H8

A5.20 E7T1T1C-1M
A5.36 E71T1-C1M21A2-CS1-H8

A5.20 E7TTTIMJ

AB.36 E71T1-M21A4-CS1-H4
A5.20 E71T9C/-9M

AB.36 E7T1T1-C1/M21A2-CS1-H8
Ab.20 E70T-5M

A5.36 E70T5-M21A2-CS1-H4
A5.20 E71T5C/-5M

A5.36 E71T5-C1/M21A2-CS1-H8

Ab.20 E70T-9C

Ab.36 E70T1-C1A2-CS1-H8
A5.18 E70C-3C

A5.36 E70T15-C1A0-CS1-H4
A5.20 E70T1C

A5.36 E70T1-C1A0-CS1-H8
A5.20 E70T9C

A5.36 E70T1-C1A2-CS1-H8
A5.20 E70T9C

A5.36 E70T1-C1A4-CS1-H8
A5.18 E70C-3M

A5.36 E70T15-M21A0-CS1-H4
A5.18 E70C-6M

A5.36 E70T15-M21A2-CS1-H4
A5.18 E70C-6M

Ab.36 E71T15-M21A2-CS1-H4
A5.18 E70C-6M

A5.36 E70T15-M21A4-CS1-H4

ENISO 17632-A T420RC13H10
T46 0 R M213H10
EN IS0 17632-B T490T1-0C1(M21)A-UH10
EN IS0 17632-A T420P C11H10
EN IS0 17632-B T49 0T1-1C1A-U H10
ENISO 17632-A T422PC11H5
T46 2P M211H10
ENIS0 17632-B T49 2T1-1C1A-U H5
T49 2T1-IM21A-U H10
ENISO 17632-A T420RC11H5
T46 0R M211H10
ENISO 17632-B T49 2T1-1C1A-U H5
T49 2T1-IM21A-U H10
ENISO 17632-A T464 P M211H5
EN IS0 17632-B T49 4T1-1M21A-U H5
EN SO 17632-A T422P C1/M211H10
EN IS0 17632-B T49 3T1-1C1(M21)A H10
EN IS0 17632-A T46 2 B M213H5
EN IS0 17632-B T49 3T5-0M21A H5
ENISO 17632-A T422BC11H5
T462BM211H5
ENIS0 17632-B T49 3 T5-1C1(M21)A H5
ENISO 17632-A T422RC13H10
ENISO 17632-B T49 3T1-0C1A-U H10
ENISO 17632-A T420M C13 H5
ENISO 17632-B T492 T15-0C1A H5
ENISO 17632-A T420R C13H10
ENISO 17632-B T49 0T1-0C1A-U H10
ENISO 17632-A T422RC13H10
EN IS0 17632-B T49 2T1-0C1A-U H10
ENISO 17632-A T424RC13H10
EN IS0 17632-B T494T1-0C1A-U H10
EN IS0 17632-A T46 0M M213 H5
ENISO 17632-B T492T15-0M21A HS
ENISO 17632-A T46 2 M M213 H5
ENIS0 17632-B T49 3T15-0M21A H5
ENISO 17632-A T46 2 M M211H5
ENISO 17632-B T49 3 T15-1M21A H5
ENISO 17632-A T46 4 M M21 3 H
EN SO 17632-B T49 4 T15-0M21A-U H5

Z3313 T49J 0T1-0C/MA-U H10

73313 T49J 0T1-1CA-U H10

73313 T49 2T1-1C/MA-U H10

73313 T49 2T1-1 C/MA-U H10

73313 T4A94T1-IMA-U H5

23313 T493 T1-1C/IMA H10

23313 T49 2 T5-0MA-U H5

73313 T49 2T5-1 C/MA-U H5

73313 T49 2T1-0CA-U H10

73313 T49J 0T15-0CA-U H5

73313 T49J 0T1-0CA-U H10

23313 T492T1-0CA-U H10

23313 T494T1-0CA-U H10

73313 T49 2T15-0MA H5

73313 TA93T15-0MA H5

73313 TA93T15-IMA H5

73313 TA94T15-0MA U Hs

Flux Cored Arc WeldingWires )
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Gas shielded FCW for 520~830MPa high tensile strength steel

Brand name
K-55T
KX-55
K-81T
K-81T(Nace)
K-81T™
K-80ST
KX-300
K-82T
K-82TM
KX-80D2M
K-90T
K91T
K921
K-100TK3
K-100T5D2
K-110TK3
K-110TK3M
K-115TK4
K-115TK4M
KX-800
K-120TG

K-145TM

Classifications

AWS

A5.29 E81T1-GC

Ab.36 E81T1-C1A0-CS1-H8
A5.29 E80T1-GC

A5.36 E80T1-C1A0-CS1-H8
A5.29 E81T1-Ni1C

A5.36 E81T1-C1A2-Ni1-H4
A5.29 E81T1-Ni1C

A5.36 E81T1-C1A/P4-Ni1-H4
A5.29 E81T1-NiITM

Ab.36 E81T1-M21A4-Ni1-H8
A5.29 E80T1-Ni1C

A5.36 E80T1-C1A2-Ni1-H8
A5.29 E80T1-Ni1C

A5.36 E80T1-C1A2-Ni1-H8
A5.29 E81T1-Ni2C

A5.36 E81T1-C1A4-Ni2-H4
A5.29 E81T1-Ni2M

A5.36 E81T1-M21A4-Ni2-H8
A5.28 E80C-GM

A5.36 E80T15-M21A2-G
A5.29 E90T1-K2C

A5.36 E90T1-C1A4-K2
A5.29 E91T1-G

A5.36 E91T1-C1A/PA-Ni1
A5.29 E9T1-Ni2CJ

A5.36 E91T1-C1A4-Ni2 H4
A5.29 E101T1-K3C

A5.36 E101T1-C1A0-K3-H4
A5.29 E100T5-D2M

A5.36 E100T5-M21P4-D2-H4
A5.29 EMMT1-K3C

AB.36 E1M1T1-C1A4-K3-H4
A5.29 EN11T1-K3M

A5.36 E1MT1-M21A4-K3-H4
A5.29 E110T5-KAC

A5.36 E110T5-C1A6-K4-H4
A5.29 EN0T5-K4M

Ab.36 E110T5-M21A6-K4-H4
A5.29 E120T1-GC

A5.36 E120T1-C1A4-G
A5.29 E121T1-G

A5.36 E121T1-C1A4-G
Ab.36 E130T5-M21AY-G-H4

EN

ENISO 17632-A T46 0P C11H10
ENISO 17632-B T552 T1-1C1AH10

EN IS0 17632-A T46 0P C13 H10
ENIS0 17632-B T552 T15-0C1 AH10
EN IS0 17632-A T503 1Ni P C11H5
ENIS0 17632-B T553 T1-1C1 A-N2 H5
EN IS0 17632-A T505 1Ni P C11H5
ENIS0 17632-B T555 T1-1C1 A-N2 H5
EN IS0 17632-A T50 4 1Ni P M21 1 H10
ENIS0 17632-B T554 T1-1M21 A-N2H10
ENIS0 17632-A T503 INiRC14 H10
ENISO 17632-B T553 T15-0C1A-N2 H10
ENISO 17632-A T50 3 1Ni P C13 H10
ENISO 17632-B T553 T15-0C1A-N2 H10
ENISO 17632-A T504 2Ni P C11H5
ENISO 17632-B T554 T1-1C1A-N5-U H5
EN S0 17632-A T50 4 2Ni P M21 1 H10
EN IS0 17632-B 854 T1-IM21 AN5-U H10

EN IS0 18276-B T624 T1-0C1 AN3M1-U H5

EN IS0 17632-A T554ZMnINiMoR C11/T

EN IS0 18276-B T624 T1-1C1A-N4M1-U H5

ENISO 18276-A T622Mn2NiMo R C11Hb
ENISO 18276-B T692 T1-1C1 A-N3M2 H5
ENISO 18276-B T62 4 T5-0M21 P-G

EN S0 18276-A T69 2 Mn2NiMo P C11H5
EN IS0 18276-B T762 T1-1C1A-N3M2 H5
EN IS0 18276-A T692 Mn2NiMo P M211H5
EN IS0 18276-B T762 T1-1M21A-N3M2 H5
EN SO 18276-A T695Mn2NiCrMoBC14Hs
EN S0 18276-B T765 T5-0C1A-NACIM2 H5
EN S0 18276-A T695Mn2NiCrMo BM214
EN IS0 18276-B T765 T5-0M21A-NAC1M2
ENISO 18276-B T834 T1-0C1 A N4M2

ENISO 18276-B T834 T11 C1A-N4M2

EN ISO 18276-A T89AMn2Ni1Cro B M213H5

Jis
233137550 T1-1 CA-U H10

233137550 T1-0 CA-U H10

23313 T57 3 T1-1CAP-N2-U H5

23313 T57 4 T1-1 CAPN2-U H5

23313 T57 4 T1-1 MA-N2-U H10

23313 T57 3 T1-0CA-N2 H10

23313 T573 T1-0 CA-N2 H10

73313 T57 4 T1-1CA-N5-U H5

23313 T57 4 T1-IMA-N5-U H10

23313 T62 4T1-1CAP-N2

73313 T69 271-1 C A-N3M2 H5

23313 T76 2T1-1CA-N4M2 H5

23313 T76 2T1-IMA-N4M2 H5

23313 T76 5T5-0CA-N4C1M2 H5

23313 T76 5T5-0MA-N4CTM2 Hb
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Self-shielded FCW for 490MPa high tensile strength steel

Classifications
Brand name Page
AWS EN Jis
K-NGS4 A5.20 E70T4 ENISO 17632-A T42Z YNO 3 73313 T49 TA-ON A 272
A5.36 E70T4-AZ-CS3 EN SO 17632-B T49Z T4-ONOA
KNGS10 AB.20 E70T10 ENISO 17632-A T42Z VNO 3 73313 T49 TI0-ON S 2713
AB.36 E70T10S-AZ-CS3 ENISO 17632-B T49Z T10-INOS
KNGS AB.20 E71TM ENISO 17632-A T42Z YNO 1 73313 T4 T-INA 274
AB.36 E71T11-AZCS3 ENISO 17632-B T49Z T11-INOA
KNGS AB.20 ETTTGS ENISO 17632-A T42Z VNO 1 Z3313T49 TGINS 275
AB.36 E71T14S-AZ-CS3 ENISO 17632- T49Z TG-INOS
K-NGS8 AB.20 E71T8 ENISO 17632-B T493 T8-INOA 73313 T493 T-INA 276
AB.36 E71T8-A2-CS3
K-NGSNi1 AB.29 E71T8-Ni1 ENISO 17632-B T49 3 T8-INOA-N2 73313 T49 3 TG-INA-N2 2717
A5.36 E71T8-A2-Ni1
Electrogas welding(EGW) FCW for 490MPa high tensile strength steel
Classifications
Brand name Page
AWS EN Jis
KEG2(3Y)  A5.26 EG0T2 73319 YFEG-22C 278
KEG3(SY)  AB26EGB2TG T Z3BIOVFEG20G 78 .
KES2(2Single) ¢ 25 771 278
(Non gas type)
Gas shielded FCW for low temperature service steel
Classifications
Brand name Page
AWS EN Jis
K-71uT A5.20 E71T9CJ H4 ENISO 17632-A T424P C11H5 73313 T494 T1-1 CA-UHE 280
A5.36 E71T12-C1IA4CST-H4  ENISO 17632-B T49 4 T1-1C1 A-U H5
K-71UT™ A5.20 E71TOMJ EN SO 17632-A T424 P M21 1 73313 T494 T-IMAU 21
A5.36 E71T12-M21A4CS1  ENISO 17632- T494 T1-1M21 A-U
K-71TSR A5.20 E71T12CJ H4 EN SO 17632-A T424P C11H5 73313 TA94 T-ICAPNIUHS 282
AB.36 ETITI2CIAPACS2HA  ENISO 17632-B T494 T1-1CTAPNT-U H5
K71TSRM  A5.20 E71T12MJ H8 ENISO 17632-A T424 P M211H10 73313 TA94 TIIMAPNTUHIO 283
AB.36 E7TI2M21APACS2HE  ENISO 17632-B T494TH-IM21APNTUHIO
K-71TP AB.20 E71T12C/12M H4 ENISO 17632-A T423P C1 1H5 73313 T493 T-ICM A H10 284
AB.36 E7ITI2CIM21A2CS2HA T423P M21 1H10
ENISO 17632-B T493 T1-1C1AHS5
T493 T11 M21 AH10
K-71TNi2 AB.29 E71T1-GC ENISO 17632-A TA262NiPCT1HS 23313 T496 TI-1CANSH5 285
A5.36 E71T12C1A8-G-H4  ENISO 17632-B T496 T1-1C1 A-N5 H5
K-80TK2 A5.29 E80T1-K2C H4 ENISO 17632-A TS0615NiMC14H5 23313 T656 TI-0CAN3-UH5 286
A5.36 ESOT1-C1A8K2-H4  ENISO 17632-B T556 T1-0CT AN3-UH5
K-81TK2 A5.29 E81T1-K2C H4 ENISO 17632-A TS0615NiPC11HS 23313 T656 TI-ICAN3-UH5 287

Ab.36 E81T1-C1A8-K2-H4

EN SO 17632-B T55 6 T1-1C1 A-N3-U H5

EJ KISWEL



Brand name

K-81TK2M

K-81TSR

K-81TK2 Plus

K-85TNi3M

K-91TK2

K-91TSR

Flux Cored Arc Welding Wires

Brand name

K-71TS

K-717SS

Brand name

K-81TA1

K-81TB2

K-81TB2S

K-81TB2SM

K-81TB2L

K-81TB6

K-91TB3

K-91TB3SM

Classifications
Page
AWS EN JIs
Ab5.29 E81T1-K2M ENISO 17632-A T50 6 1.5Ni PM211H5  Z 3313 7556 T1-1M A-N3-U H5 288
Ab5.36 E81T1-M21A8-K2 ENISO 17632-B T556 T1-1M21 A-N3-U H5
A5.29 E81T1-K2C H4 EN SO 17632-A T50 6 1.5Ni P C1 1 H5 73313 T556 T1-1CAP-N3-UH5 289
A5.36 E81T1-C1G8-K2-H4 EN SO 17632-B T556 T1-1C1 APN3-U H5
A5.29 E81T1-K2C H4 EN SO 17632-A T50 6 1.5Ni P C11H5 23313 T55 6 T1-1C A-N3-U H5 290
A5.36 E81T1-C1A8-K2-H4 EN SO 17632-B T556 T1-1C1 A-N3-U H5
Ab5.29 E80T5 Ni3M H4 ENISO 17632-A T5073NiBM213H5 73313 T557 T4OM21PN7UH5 291
Ab5.36 EB0TSM21P10Ni3H4  ENISO 17632-B T557 T4-0 M21 PN7-U H5
A5.29 E91T1-K2C H4 ENISO 18276-A T554Mn15NiPC11H5  Z 3313 T62 4 T1-1CA-N3-U H5 292
A5.36 E91T1-C1A4-K2-H4 ENISO 18276-B T624T1-1C1AN3M1-UH5
A5.29 E91T1-Ni2CJ H4 ENISO 18276-B T625T1-1C1APNAM21H5 ~ Z 3313 T62 5 T1-1C AP-N5 H5 293
Ab5.36 E91T1-C1A6-Ni2-H4
Gas shielded FCW for corrosion resisting steel against sulfic acid
Classifications
Page
AWS EN JIs
A5.36 E71T1-C1A0-CSTH8  ENISO 17632-A T420PC11 73313 T490 T1-1CA 294
ENISO 17632-B T490 T1-1C1A-U
Ab5.36 E71T1-C1A0-CS1 H8 ENISO 17632-A T420PC11 73313 T49J 0 T1-1CA-U H5 295
EN SO 17632-B T49 0 T1-1C1A-U
Gas shielded FCW for heat resisting steel
Classifications
Page
AWS EN JIs
A5.29 E81T1-A1C ENISO 17634-A T(Mo)PC11 73318 T55T1-1C-2M3 296
Ab5.36 E81T1-C1PZ-A1 ENISO 17634-B T55T1-1C1-2M3
Ab5.29 E81T1-B2C ENISO 17634-A T(CrMo 1)PC11 73318 T55T1-1C-1CM 297
Ab5.36 E81T1-C1PZ-B2 ENISO 17634-B T55T1-1C1-1CM
A5.29 E81T1-B2C ENISO 17634-A T(CrMo 1)PC11 73318 T55T1-1C-1CM 298
A5.36 E81T1-C1P0-B2 ENISO 17634-B T55T1-1C1-1CM
Ab5.29 E81T1-B2M ENISO 17634-A T (CrMo 1) P M21 1 73318 T55T1-1M-1CM 299
Ab5.36 E81T1-M21P0-B2 ENISO 17634-B T55T1-1M21-1CM
A5.29 E81T1-B2CL ENISO 17634-A T(CrMo 1L)PC11 73318 T55T1-1C-1CML 300
Ab5.36 E81T1-C1PZ-B2L ENISO 17634-B T55T1-1C1-1CML
A5.29 E81T1-B6M ENISO 17634-A T (CrMo 5) P M21 1 73318 T55T1-1M-5CM 301
A5.36 E81T1-M21PZ-B6 ENISO 17634-B T55T1-1M21-5CM
A5.29 E91T1-B3C ENISO 17634-A T(CrMo 2)PC11 73318 T62T1-1C-2C1M 302
A5.36 E91T1-C1PZ-B3 ENISO 17634-B T62T1-1C1-2C1M
A5.29 E91T1-B3M ENISO 17634-A T (CrMo 2) P M21 1 73318 T62T1-1M-2C1M 303
Ab5.36 E91T1-M21P0-B3 ENISO 17634-B T62T1-1M21-2C1M
Ab5.29 E91T1-B3LC ENISO 17634-A T(CrMo 2L)PC11 73318 T62T1-1C-2C1ML 304

K-91TB3L

Ab.36 E91T1-C1PZ-B3L

EN SO 17634-B T62T1-1C1-2C1ML

KISWEL
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Gas shielded FCW for heat resisting steel

Classifications
Brand name Page
AWS EN Jis

K-91TB3LS A5.29 E9T1-G - - 305
A5.36 ENT1-CIPZ-G

K-917B9 A5.29 E91T1-BIM ENISO 17634-B T69T1-1M21-9C1MV 23318 T69T1-1M-9CIMV 306
A5.36 E91T1-M21PZ-B9

K-1017B9 A5.29 E91T1-BIM ENISO 17634-B T69T1-1M21-9C1MV 23318 T69T1-1M-9CIMV 307

Ab.36 E101T1-M21PZ-B9

Gas shielded FCW for atmospheric corrosion resisting steel

Classifications
Brand name Page
AWS EN Jis
K-71TW A5.29 E81T1-W2C EN IS0 17632-B T49 3T1-1C1A-NCC1 73320 T49 3T1-1CA-NCC1 308
Ab.36 E7T1T1-C1A2-W2
K-81TW Ab.29 E81T1-W2C ENIS0 17632-B T553T1-1C1A-NCC1 73320 T55 3T1-1CA-NCC1 309
A5.36 E81T1-C1A2-W2
Gas shielded FCW for hardfacing
Classifications
Brand name Page
AWS EN Jis

K-250HT - ENISO 14700 TFel 73326 YF2A-C-250 310
K-300HT - ENISO 14700 T Fel 73326 YF2A-C-300 3N

K-350HT - EN IS0 14700 TFel 73326 YF2A-C-350 312
K-450HT - EN IS0 14700 TFel 73326 YF2A-C-450 313
K-500HT - - 73326 YF3B-C-500 314
K-600HT - - 73326 YF3B-C-600 315
K-700HT - - 316
K-800HT - - - 317
K-CXA-40HT - ENISO 14700 T Fe7 73326 YFAA-G-350 318
K-CXA-41HT - ENISO 14700 T Fe7 73326 YFAA-G-350 319
K-45CT - - 320
K-30RT - - - 321
K-40RT - - - 321
K-58RT - - - 321
K-63RT - - - 321
K-65RT - - - 321
K-13CrLT - - - 321
K-13CrHT - - - 321
K-13CrNiHT - - - 321
K-15CRHT - - - 3
K-4300 - - - 32
K-414N - - - 3
K-HCRHT - - - 3
KX-CRHT - - - 321
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Classifications
Brand name Page
AWS EN JIs
K-CCHT - 32
K-MCHT - 321
Gas shielded stainless FCW for stainless steel
Classifications
Brand name Page
AWS EN JIs

K-308T Ab5.22 E308T1-1/4 ENISO 17633-B TS 308-F C1/M211 73323 TS308-FB1 323

K-308LT Ab5.22 E308LT1-1/4 ENISO 17633-A T199LP C1/M211 73323 TS308L-FB1 324
ENISO 17633-B TS 308L:F C1/M21 1

K-308LB A5.22 E308LT1-1/4 ENISO 17633-A T199LPC1/M211 73323 TS308L-BiF-FB1 325
ENISO 17633-B TS 308L:F C1/M21 1

K-308LS Ab5.22 E308LT1-1 ENISO 17633-A T199LPC11 73323 TS308L-FC1 326
ENISO 17633-B TS 308L-F C11

K-308LF Ab5.22 E308LT0-1/4 ENISO 17633-A T199LR C1/M213 7 3323 TS308L-FBO 327
EN IS0 17633-B TS 308L-F C1/M210

K-308HT Ab5.22 E308HT1-1/4 ENISO 17633-B TS 308H-F C1/M21 1 Z 3323 TS308H-FB1 328

K-308HB Ab5.22 E308HT1-1/4 ENISO 17633-A T199P C1/M211 73323 TS308H-BiF-FB1 329
ENISO 17633-B TS 308H-F C1/M21 1

K-NGS308L Ab5.22 E308LT0-3 - - 330

K-309T Ab5.22 E309T1-1/4 ENISO 17633-B TS 309-F C1/M211 73323 TS309-FB1 331

K-309LT Ab5.22 E309LT1-1/4 ENISO 17633-A T2312LPC1/M211 73323 TS309L-FB1 332
ENISO 17633-B TS 309L:F C1/M21 1

K-309LF A5.22 E309LT0-1/4 ENISO 17633-A T2312LRC1/M213 73323 TS309L-FBO 333
EN SO 17633-B TS 309L-F C1/M210

K-309HT A5.22 E309HT1-1 - - 334

K-309LMT A5.22 EC309L ENISO 17633-B TS 309L-M M130 7 3323 TS309L-MA0 335

K-309LMTS A5.22 EC309L ENISO 17633-B TS 309L-M M130 Z 3323 TS309L-MA0 336

K-309MoLT A5.22 E309LMoT1-1 ENISO 17633-A T23122LPC11 Z 3323 TS309LMo-FC1 337
EN IS0 17633-B TS 309LMo-F C11

K-309MoLF Ab5.22 E309LMoT0-1/4 ENISO 17633-A T23122LRC1/M213  Z 3323 TS309LMo-FBO 338
ENISO 17633-B TS 309LMo-F C1/M21 0

K-312T A5.22 E312T11 ENISO 17633-A T299PC11 73323 TS312-FC1 339
ENISO 17633-B TS312-FC11

K-316LT Ab5.22 E316LT1-1/4 ENISO 17633-A T19123LPC1/M211 73323 TS316L-FB1 340
ENISO 17633-B TS 316L:F C1/M21 1

K-316LF Ab5.22 E316LT0-1/4 ENISO 17633-A T19123LRC1/M213  Z 3323 TS316L-FBO 34
ENISO 17633-B TS 316L-F C1/M210

K-316LS A5.22 E316LT1-1 ENISO 17633-B TS 316L-F C11 73323 TS316L-FC1 342

K-317LT A5.22 E317LT1-1 ENISO 17633-B TS 317LFC11 73323 TS317L-FC1 343

K-347T Ab5.22 E347T1-1 ENISO 17633-A T199NbPC11 73323 TS347-FC1 344
ENISO 17633-B TS 347-FC11

K-329T Ab5.22 E2209T1-1/4 ENISO 17633-A T2293NLPC1M211  Z 3323 TS2209-FB1 345
ENISO 17633-B TS 2209-F C1/M21 1

K-325T Ab5.22 E2553T0-G ENISO 17633-B TS 2553-F C10 73323 TS329J4L-FCO 346

K-325TP Ab5.22 E2594T1-1 - 73323 TS329J4L-FC1 347
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Gas shielded stainless FCW for stainless steel

Classifications
Brand name Page
AWS EN Jis
K-409TiT A5.22 E409T0-G ENISO 17633-B TS 409-M M130 - 348
K-409TiC A5.22 E409T0-G ENISO 17633-B TS 409-M M130 - 349
K-430T A5.22 E430T0-G - - 350
K-430LNb - ENISO 17633-B TS 430Nb-M M130 73323 TS430Nb-MAO 351
K-430LNbE - EN SO 17633-B TS 430Nb-M 110 73323 TS430Nb-MAO 352
K-436T - - - 353
K-439T - - - 354
K-439TE - - - 355
K-410T A5.22 E410T0-1/4 ENISO 17633-A T13RC1/M214 73323 TS410-FBO 356
ENISO 17633-B TS 410-F C1/M210
K-410NiMoT ~ A5.22 E410NiMoTO0-4 ENISO17633-A T134RM214 Z 3323 TS410NiMo-FMO 357
ENISO 17633-B TS 410NiMo-F M 210
K-410NiMoTC ~ A5.22 E410NiMoT1-1 ENISO17633-A T134PC11 Z 3323 TS410NiMo-FC1 358

EN SO 17633-B_TS410NiMo-F C1 1
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~( TIG-MIG Welding Consumables

TIG Welding Consumables
For mild steel and 490MPa high tensile strength steel

Classifications
Brand name Page
AWS EN KS Jis
T-50 A5.18 ER70S-6 1SO 636-A:2017 W 46 3 3Si1 D 7140 YGT50 23316 W49A3U6 363
1SO 636-B:2017 W 49A3U 6
T50G A5.18 ER70S-G 1SO 636-A:2017 W 46 3 3Si1 D 7140 YGT50 73316 W49A3U 6 364
1SO 636-B:2017 W 49A3U 6
T53 A5.18 ER70S-3 1SO 636-A:2017 W 46 3 2Si D 7140 YGT50 73316 W49A3U3 365
1SO 636-B:2017 W 49A3U 3
T70S2 Ab.18 ER70S-2 1S0 636-A:2017 W 46 3 2Ti D 7140 YGT50 73316 W49A3U 2 366
1SO 636-B:2017 W 49A3U 2
T-90 A5.28 ER90S-G IS0 16834-A:2012 W 62611 Mn3NitMo - 73316 W62ABUN2M1T 367
IS0 16834-B:2012 W 69A 6U 11 N2M1T
T-100 A5.28 ER100S-1/G 1S0 16834-A:2012 W62511ZMn3Nit5Mo - 73316 WEIASUNACM21T 368
1S0 16834-B:2012 W 69A5U I1 N4CM21T
T100D A5.28 ER100S-1/G 1S0 16834-A:2012 W62511 ZMn3NinsMo - 73316 WBIASUNACM21T 369
IS0 16834-B:2012 W69A5U 11 N4CM21T
T10 A5.28 ER110S-G 1S0 16834-A:2012 W69411 Mn3Ni1CrMo - - 370
T120 A5.28 ER120S-G 1S0 16834-A:2012 W69611Z - 73316 W83A6MO 3N
1S0 16834-B:2012 W 83A6U 11 G
For heat-resisting steel
Classifications
Brand name Page
AWS EN KS JIs
T-80D2 A5.28 ER80S-D2 - D 7140 YGTM 73316 YGTM 372
T81CMA A5.28 ER80S-G - - 73317 W 55-1CM3 373
T-80SB2 A5.28 ER80S-B2 1S0O 21952-B:2012 W 5511 1CM D7140 YGTICM 73317 W 55-1CM 374
T-90SB3 Ab.28 ER90S-B3 1S0 21952-B:2012 W62112C1M D 7140 YGT2CM ~ Z 3317 W 62-2C1M 375
T-90SB9 Ab5.28 ER90S-B9 1S0O 21952-A:2012 W CrMo91 - 376
1S0 21952-B:2012 W 6211 9C1MV
T-90SBIW A5.28 ER%0S-BI(mod.) - - - 377
For low temperature service steel
Classifications
Brand name Page
AWS EN KS JIs
T-80SNi1 A5.28 ER80S-Ni1 - - - 378
T-80SNi2 A5.28 ER80S-Ni2 1SO 636-A:2017 W 46 6 2Ni2 - - 379
T-80SNi3 Ab.28 ER80S-Ni3 - - 380

KISWEL



TIG-MIG Welding Consumables )

For stainless steel

Classifications
Brand name Page
AWS EN KS JIs

T-2209 A5.9 ER2209 1SO 14343A W2293NL - 73321 YS2209 381
1SO 14343 B SS 2209

T-25% A5.9 ER2594 IS0 14343A W2594NL - 73321 YS329J4L 381
1SO 14343 B SS 2594

T-308 A5.9 ER308 1SO 14343 B SS 308 D 3696 STSY308  Z3321YS308 382

T308L A5.9 ER308L IS0 14343A W199L D 3696 STSY308L 73321 YS308L 382
1SO 14343 B SS 308L

T-308H A5.9 ER308H 1SO 14343A W199H - 73321 YS308H 383
1SO 14343 B SS 308H

T-308LSi A5.9 ER308LSI 1SO 14343A W199LSi - 73321 YS308LSi 383
IS0 14343 B SS 308LSi

T-309 A5.9 ER309 1SO 14343A W2212H D 3696 STSY309  Z3321YS309 384
1SO 14343 B SS 309

T-309L A5.9 ER309L IS0 14343A W2312L D 3696 STSY309L  Z3321 YS309L 384
IS0 14343 B SS 309L

T-309LSi A5.9 ER309LSi 1SO 14343A W2312LSi - 73321 YS309LSi 385
1SO 14343 B SS 309LSi

T-309LMo A5.9 ER309LMo 1SO 14343A W23122L - 73321 YS309LMo 385
1SO 14343 B SS 309LMo

T310 A5.9 ER310 1SO 14343A W 2520 D 3696 STSY310  Z3321YS310 386
1SO 14343 B SS 310

T312 A5.9 ER312 1SO 14343A W 299 D 3696 STSY312  Z3321YS312 386
IS0 14343 B SS 312

T316 A5.9 ER316 IS0 14343 B SS 316 D 3696 STSY316  Z3321YS316 387

T-316L A5.9 ER316L 1SO 14343A W19123L D 3696 STSY316L Z3321 YS316L 387
1SO 14343 B SS 316L

T-316H A5.9 ER316H 1SO 14343A W19123H - 73321 YS316H 388
1SO 14343 B SS 316H

T-316LSi A5.9 ER316LSi 1SO 14343A W19123LSi - 73321 YS316LSi 388
IS0 14343 B SS 316LSi

T317L A5.9 ER317L 1SO 14343A W18153L D 3696 STSY317L Z3321 YS317L 389
1SO 14343 B SS 317L

T347 A5.9 ER347 1SO 14343A W 199 Nb D 3696 STSY347 ~ Z3321YS347 389
IS0 14343 B SS 347

T385 A5.9 ER385 1SO 14343A W20255Cu L - 73321YS385 390
1SO 14343 B SS 385

T410 A5.9 ER410 1SO 14343A W13 D 3696 STSY410  Z3321YS410 390
1SO 14343 B SS 410

T420 A5.9 ER420 1SO 14343 B SS 420 - 73321 YS420 391

T430 A5.9 ER430 1SO 14343 B SS 430 D 3696 STSY430  Z3321YS430 391

T-430LNb - 1SO 14343A W 18 L Nb - 73321 YS430LNb 392
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~( TIG-MIG Welding Consumables

MIG welding consumables
For stainless steel

Classifications
Brand name Page
AWS EN KS JIs
M-2209 A5.9 ER2209 IS0 14343A G2293NL - 73321 YS2209 393
IS0 14343 B SS 2209
M-2594 A5.9 ER2594 IS0 14343A G2594NL - 73321YS329J4L 393

IS0 14343B SS 2594

M-307Si - IS0 14343A G188 Mn - - 3%

M-308 A5.9 ER308 IS0 14343 B SS 308 D 3696 STSY308 73321 YS308 3%

M-308L A5.9 ER308L IS0 14343A G199L D 3696 STSY308L 73321 YS308L 3%
IS0 14343 B SS 308L

M-308H Ab.9 ER308H IS0 14343A G199H - 73321 YS308H 3%
IS0 14343 B SS 308H

M-308LSi A5.9 ER308LSi ISO 14343A G199LSi - 73321 YS308LSi 3%
IS0 14343 B SS 308LSi

M-309 Ab.9 ER309 IS0 14343A G2312H D 3696 STSY309 Z3321YS309 39
IS0 14343B  SS 309

M-309L Ab.9 ER309L IS0 14343A G2312L D 3696 STSY309L 73321 YS309L 397
IS0 14343 B SS 309L

M-309LSi Ab.9 ER309LSI IS0 14343A G2312LSi - 73321 YS309LSi 397
IS0 14343 B SS 309LSi

M-309LMo A5.9 ER309LMo IS0 14343A G23122L - 73321 YS309LMo 398
IS0 14343 B SS 309LMo

M-310 A5.9 ER310 IS0 14343A G 2520 D 3696 STSY310 73321 YS310 398
IS0 14343B SS 310

M-312 Ab.9 ER312 IS0 14343A W 299 D 3696 STSY312 73321YS312 399
IS0 14343B SS 312

M-316 A5.9 ER316 IS0 14343 B SS 316 D 3696 STSY316 73321 YS316 399

M-316L A5.9 ER316L ISO 14343A G19123L D 3696 STSY316L 23321 YS316L 400
IS0 14343 B SS 316L

M-316H Ab.9 ER316H IS0 14343A G19123H - 73321 YS316H 400
IS0 14343 B SS 316H

M-316LSi A5.9 ER316LSi ISO 14343A G19123LSi - 73321 YS316LSi 401
IS0 14343 B SS 316LSi

M-317L Ab.9 ER317L IS0 14343A G18153L D 3696 STSY317L 73321 YS317L 401
IS0 14343B SS317L

M-347 Ab.9 ER347 IS0 14343A G199 Nb D 3696 STSY347 73321 YS347 402
IS0 14343B SS 347

M-385 Ab.9 ER385 IS0 14343A G20255CuL - 23321 YS385 402
IS0 14343B SS 385

M-410 Ab.9 ER410 IS0 14343A G 13 D 3696 STSY410 73321 YS410 403
IS0 14343B SS 410

M-420 A5.9 ER420 IS0 14343 B SS 420 - 73321 YS420 403

M-430 A5.9 ER430 IS0 14343 B SS 430 D 3696 STSY430 73321 YS430 404

M-430LNb - IS0 14343A G 18L Nb - 73321 YS430LNb 404
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WELDING CONSUMABLES

490MPa high tensile strength steel

Classifications

Brand name Page
AWS EN KS Jis
EF-100XKD-50 A5.17 FTA(P)0-EH14 ENISO 14171 S460RSS4  BISO 14171 S460RS S4 73183 S502-H 409
EF-100XKD-EH12K A5.17 FTAP)ZEH12K  ENISO 14171 S46ZRSS3Si  BISO 14171 S46ZRSS3Si 73183 S501-H 410
EF-100HXKD-50 A5.17 FTA(P)2-EH14 ENISO 14171 S463ABS4  BISO 14171 S463ABS4 23183 S502-H an
EF-100HXKD-EH12K  A5.17 F7A(P)2-EH12K  ENISO 14171 S463ABS3Si BISO 14171 S463ABS3Si 23183 S502-H 412
EF-100SXKD-42 A5.17 FTAPP)2EM12K  ENISO 14171 S462ABS2Si BISO 14171 S462ABS2Si 73183 S502-H M3
EF-100SXKD-41/KD-43  A5.17 F7A0-EL12 ENISO 14171 S420ABS1  BISO 14171 S420ABS1 73183 S502-H 414
A5.17 FTAPI0EM13K  ENISO 14171 S462ABSZ  BISO 14171 S462AB SZ
EF-100SBXKD-50 A5.17 FTA2-EH14 ENISO 14171 S463ABS4  BISO 14171 S463ABS4 73183 S502-H 415
EF-200XKD-40(41) A5.17 FIAPIAELBEL12)  ENISO 14171 S424ABSZIS1) BISO 14171 S424ABSZ(S1) 73183 S502-H 416
EF-200KXKD-42 A5.17 FTAPPIB-EM12K  ENISO 14171 S465CSS2Si BISO 14171 S465CSS2Si 73183 S502-H a7
EF-200VXKD-50 A5.17 FTA(P)6-EH14 ENISO 14171 S465CSS4  BISO 14171 S465CS S4 73183 S502-H 418
EF-200VXKD-42 A5.17 FTAPIB-EM12K  ENISO 14171 S425CSS2Si  BISO 14171 S425CSS2Si 73183 S502-H 419
EF-200VXKD-EH12K A5.17 FTAP)B-EH12K  ENISO 14171 S466CSS3Si  BISO 14171 S466CSS3Si 73183 S502-H 420
EF-200PxKD-42 A5.17 FIA4-EM12K ENISO 14171 S424ABS2Si BISO 14171 S424ABS2Si 73183 S502H 421
For 520~760MPa high tensile strength steel
Classifications
Brand name Page
AWS EN KS Js
EF-100HHXKD-50 A5.23 F8A2-EH14-G 15014171 S463ABS4 BISO 14171 S463AB S4 23183 S584-H 422
EF-100XKD-60 A5.23 FBAP)Z-EA3-G IS0 14171 SB50ZRSSZ BISO 14171 S50ZRS SZ 73183 S531-H 423
EF-100HXKD-60 A5.23 FBAP)AEA3-G IS0 14171 S503ABSZ BISO 14171 S503AB SZ 73183 S584-H 424
EF-100HXKD-EA2 A5.23 FBAP)AEA2-A2  1SO 14171 S503ABS2Mo  BISO 14171 S503ABS2Mo  Z3183 S584-H 425
EF-200VXKD-60 A5.23 FBAP)6-EA3-G IS0 14171 S505CS SZ BISO 14171 $505CS SZ 73183 S584-H 426
EF-200VXKD-EA2 A5.23 FBA(P)6-EA2-A2 IS0 14171 S465CSS2Mo  BISO 14171 S465CSS2Mo 73183 S584-H 427
EF-200VXKD-Ni1K Ab5.23 FBAPM-ENITK-NiT IS0 14171 S504CS SZ BISO 14171 $504CS SZ 428
EF-200PxKD-EA2 A5.23 FBA4-EA2-A2 IS0 14171 S464ABS2Mo  BISO 14171 S464ABS2Mo 73183 S582-H 429
EF-200VXKD-100 A5.23 FIOAPUEM2-G IS0 2634-A S624CSSZ BIS0 26304-A $624CS SZ 73183 S704-H2 430
150263048 SBUA4CSSUNSM2  BISO26304-8 S69A4CS SUNM2
EF-200UVXKD-120 A5.23 F11A6-EG-G 15026304-A S695FBSZH5 BI1S0 26304-A S695FB SZHo 73183 S804-H2 431
150263048 S78A5FBSUGH5 BIS026304-8 S78A5FBSUGHS
EF-260XKD-120 A5.23 F12A6-EG-G 15026304-A S695FBSZH5 BI1S026304-A S695FB SZH5 73183 S804-H2 432
150263048 SUBASFBSUGHS  BISO 263048 S83A5FBSUGHS
Fow low temperature service steel
Classifications
Brand name Page
AWS EN KS Jis
EF-200LTXKD-50 A5.17 FTA(P)8-EH14 15014171 S466CS S4 BISO 14171 S466CS S4 73183 S502-H 433
EF-200LTXKD-65 A5.23 FBAP)B-EH14-G IS0 14171 S466CSS4 BISO 14171 S466CS S4 73183 S502-H 434
EF-200LT PlusXKD-50 ~ A5.17 F7A(P)8-EH14 IS0 14171 S466CS S4 BISO 14171 S466CS S4 23183 S502-H 435
EF200LT PlusXKDEH12K  AB.17 FTA(PIB-EH12K IS0 14171 S466CS S3Si BISO 14171 S466CSS3Si 23183 S502-H 436
EF-200UVXKD-EH12K ~ AB.17 FTA(PIB-EH12K IS0 14171 S466FB S3Si BISO 14171 S466FBS3Si 73183 S502-H 437
EF-200UVXKD-42 A5.17 FTA8-EM12K IS0 14171 S426FB S2Si BISO 14171 S426FBS2Si 73183 S502-H 438
EF-200CTxKD-50 A5.17 FTA(P)8-EH14 IS0 14171 S466CS S4 BIS0 14171 S466CS S4 73183 S502-H 439
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WELDING CONSUMABLES

Classifications
Brand name Page
AWS EN KS Jis
EF-200LTxKD-Ni3 Ab5.23 FBA10-ENi3-Ni3 SO 14171 S467CS SZ BISO 14171 S467CSSZ - 440
F7P10-ENi3-Ni3
EF-200LTXKD-60 A5.23 FOAS-EA3-G IS0 14171 _S505CS SZ B1S0 14171 S505CS SZ 23183 SB84-H 441
For heat-resisting steel
Classifications
Brand name Page
AWS EN KS Jis
EF-200HXKD-60 Ab5.23 F8PO-EA3-A3 IS0 14171 S$504CS SZ BISO 14171 $504CS SZ 73183 S584-H 442
EF-200HXKD-B2 AB.23 F8PO-EB2-B2 15024598-A S CrMo1 CS BISO24598-A §CrMo1CS 73183 S572-1CM 443
150245988 S$552CSSUTCM  BISO 245988 S852CSSU1CM
EF-200HXKD-B3 A5.23 FOPO-EB3-B3 150 24598-A S CrMo2 CS BIS024598-A S CrMo2CS 73183 S642-2CM 444
150245988 S622CSSU2CIM  BISO 245988 $622CS SU2CTM
EF-200HCXKD-B9 A5.23 F10PZEB91-B91 IS0 24598-A S CrMo91 FB BISO24598-A S CrMo91 FB - 445
150245988 S69ZFBSUICIMV BISO 245988 S69ZFBSUICIMV
EF-100SBXKD-B2/KD-B3  A5.23 F8PZ-EB2-B2 150 24598-A SCrMo1AB(KD-B2) BISO24598-A SCrMo1ABIKD-B2) - 446
A5.23 FOPZ-EB3-B3 S CrMo2 AB(KD-B3) S CrMo2 AB(KD-B3)
15024598 S552ABSU1CM  BIS0 245988 S552ABSU1CM
S620ABSU 2C1M $620ABSU 2C1M

SAW Flux for stainless steel and duplex stainless steel and nickel alloy

Classifications
Brand name Page
AWS EN KS Jis
EF-300N - 1SO 14174 SAAF2DC - - 447
EF-600NxKW-M625 - 1SO 14174 SAAF 2 DC - - 448
% Combination Wires of EF-300N : M-308L, 309L, 316L, 347, 2209, 2594 ...
SAW & ESW Flux for strip cladding
Classifications
Brand name Page
AWS EN KS JIs
EF-300ST/EF-300STK - - - - 449
EF-300ESW - - - - 450
SAW Flux for hardfacing
Classifications
Brand name Page
AWS EN KS Jis
EF-200F - 10S 14174 SACS 2DC - - 451

% Wires : K-13CrHT, K-15CrHT ...
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Oxyfuel Gas Welding Consumables )

Classifications
Brand name Page
AWS EN KS JIs

T40 A5.2 Rd5 - D 7005 GA46 73201 GA46 457

Nickel alloy and Copperalloy )

Covered electrodes

Classifications
Brand name Page
AWS EN KS Jis
KNCF-2 A5.11 ENiCrFe-2 ENISO 14172 E Ni6092 BISO 14172 ENi6133  Z 3224 E Ni 6133 461
KNCF-3 A5.11 ENiCrFe-3 ENISO 14172 ENi 6182 BISO 14172 ENi6182  Z 3224 E Ni 6182 462
KW-A82 A5.11 ENiCrFe-3 ENISO 14172 ENi 6182 BISO 14172 ENi6182  Z 3224 E Ni 6182 463
KW-Ag82M A5.11 ENiCrFe-3(mod.)  ENISO 14172 E Ni 6082 BISO 14172 ENi6082 73224 E Ni6082 464
KW-A690 A5.11 ENiCrFe-7 ENISO 14172 ENi 6152 BISO 14172 ENi6152  Z 3224 E Ni 6152 465
KW-A625 A5.11 ENiCrMo-3 ENISO 14172 E Ni6625 BISO 14172 ENi6625  Z 3224 E Ni 6625 466
KW-A276 A5.11 ENiCrMo-4 ENISO 14172 E Ni6276 BISO 14172 ENi6276 ~ Z 3224 E Ni 6276 467
KW-A617 A5.11 ENiCrCoMo-1(mod)  ENISO 14172 E Ni6617 BISO 14172 ENi6617 ~ Z 3224 E Ni 6617 468
KW-AB0 A5.11 ENiCu-7 ENISO 14172 E Ni 4060 BISO 14172 ENi4060  Z 3224 E Ni 4060 469
TIG welding consumables (Ni alloy)
Classifications
Brand name Page
AWS EN KS JIs
KW-T61 A5.14 ERNi-1 1SO 18274 S Ni 2061 BISO 18274 SNi2061 Z3334 SNi2061 470
KW-T82 A5.14 ERNICr-3 IS0 18274 S Ni 6082 BISO 18274 SNi6082 Z3334 S Ni6082 470
KW-T625 A5.14 ERNiCrMo-3 1SO 18274 S Ni 6625 BISO 18274 SNi6625 Z3334 SNi6625 4an
KW-T276 A5.14 ERNiCrMo-4 IS0 18274 S Ni 6276 BISO 18274 SNi6276 Z3334 SNi6276 4an
KW-T622 A5.14 ERNiCrMo-10 SO 18274 S Ni 6022 BISO 18274 SNi6022 Z3334 SNi6022 472
KW-T690A A5.14 ERNiCrFe-7A - - 472
KW-T60 A5.14 ERNiCu-7 1SO 18274 S Ni 4060 BISO 18274 SNi4060 Z3334 S Ni4060 473
KW-T617 A5.14 ERNiCrCoMo-1 SO 18274 S Ni 6617 BISO 18274 SNi6617 Z3334 SNi6617 473
KW-T718 A5.14 ERNiFeCr-2 1SO 18274 S Ni7718 BISO 18274 SNi7718 73334 SNi7718 474
TIG welding consumables (Cu alloy)
Classifications
Brand name Page
AWS EN KS JIs
KW-TCuNi A5.7 ERCuNi IS0 24373 S Cu 7158 D 7044 YCuNi-3 73341 YCuNi-3 475
KW-TCuNi9 - 1SO 24373 S Cu 7061 D 7044 YCuNi-1 73341 YCuNi-1 475
KW-TCuSnA  A5.7 ERCuSn-A 1SO 24373 S Cu 5180 D 7044 YCuSn A 73341 YCuSnA 476
KW-TCuSnC A5.7 ERCuSn-C - - - 476
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WELDING CONSUMABLES

~( Nickel alloy and Copper alloy )

TIG welding consumables (Al alloy)

Classifications
Brand name Page
AWS EN KS Jis
T4043 A5.10 ER4043 - - - 477
T5183 A5.10 ER5183 - - - 477
T5356 A5.10 ER5356 - - - 478
T-5556 AB.10 ER5556 - - - 478
MIG welding consumables (Ni alloy)
Classifications
Brand name Page
AWS EN KS JIS
KW-M61 A5.1 ERNi-1 180 18274 S Ni 2061 BISO 18274 S Ni 2061 73334 S Ni 2061 479
KW-MNF1 - 1801071  NiFe-1 - - 479
KW-M82 A5.14 ERNICr-3 1S0 18274 S Ni 6082 BISO 18274 SNi6082 73334 S Ni6082 480
KW-M625 A5.14 ERNiCrMo-3 1S0 18274 S Ni 6625 BISO 18274 SNi6625 73334 S Ni6625 480
KW-M276 Ab.14 ERNiCrMo-4 1SO 18274 S Ni 6276 BISO 18274 SNi6276  Z3334 SNi6276 481
KW-M622 A5.14 ERNiCrMo-10 1SO 18274 S Ni 6022 BISO 18274 SNi6022  Z3334 SNi6022 481
KW-M690A A5.14 ERNiCrFe-7A - - - 482
KW-M60 A5.14 ERNiCu-7 1SO 18274 S Ni 4060 BISO 18274 SNi4060  Z3334 S Ni4060 482
KW-M617 A5.14 ERNiCrCoMo-1 1SO 18274 S Ni 6617 BISO 18274 SNi6617  Z3334 SNi6617 483
KW-M718 Ab.14 ERNiFeCr-2 1SO 18274 S Ni7718 B IS0 18274 S Ni 7718 73334 SNi7718 483
MIG welding consumables (Cu alloy)
Classifications
Brand name Page
AWS EN Ks JIs
KW-MCuNi A5.7 ERCuNi 180 24373 S Cu7158 D 7044 YCuNi-3 73341 YCuNi-3 484
KW-MCuNi9 - 1SO 24373 S Cu 7061 D 7044 YCuNi-1 73341 YCuNi-1 484
KW-MCuAIA2 ~ A5.7 ERCuAI-A2 1SO 24373 S Cu 6180 D 7044 YCuAl 73341 YCuAl 485
KW-MCuSi A5.7 ERCuSI-A 1SO 24373 S Cu 6560 D 7044 YCuSi B 73341 YCuSi B 485
KW-MCuSnA  A5.7 ERCuSn-A 1SO 24373 S Cu 5180 D 7044 YCuSn A 73341 YCuSnA 486
KW-MCuSnC  A5.7 ERCuSn-C - - - 486
MIG welding consumables (Al alloy)
Classifications
Brand name Page
AWS EN KS JIs
M-4043 A5.10 ER4043 - - - 487
M-5183 A5.10 ER5183 - - - 487
M-5356 A5.10 ER5356 - - - 488
M-5556 A5.10 ER5556 - - - 488
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Covered Electrodes

FOR CARBON STEEL

FOR HIGH TENSILE STRENGTH STEEL
FOR ATMOSPHERIC CORROSION
RESISTING STEEL

FOR LOW TEMPERATURE SERVICE STEEL
FOR HEAT-RESISTING STEEL

FOR HARDFACING

FOR STAINLESS STEEL
FOR CAST IRON

FOR SPECIAL PURPOSE
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Covered Electrodes

KCL-10

For 420MPa mild steel

Classifications

EN ISO 2560-A:2006 E 380 C 22 KS D 7004-2008  E4311
EN ISO 2560-B:2006 E4310A JIS Z3211-2008  E4310
AWS A5.1-2012 E6010

Description

« Covering is high cellulose type for welding of pipe, shipbuildings, tanks or galvanized surfaces and
steel casting repairs.

» Good penetration combined with freedom from lack of fusion makes this electrode an excellent choice
for pipe welding.

+ Gives high ductility root weld and easy slag removal.

+ Redry the electrode at 70~80°C for 30~60 minutes prior to use.

Welding positions

g a5 ISl e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo \

0.1 0.36 0.63 0.015 0.013 0.02 0.03 0.01 0.01

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) 0t g0c  Remarks
AWS A5.1 min. 330 min. 430 min. 22 >27
EN ISO 2560-A min. 380 470~600 min. 20 >47
Example 420 500 29 60 40 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 26 32 4.0 50
Length (mm) 350 350 350 350
Amp. F 50~80 70~110 110~150 160~200
(A) V- OH 40~70 60~100 90~130 140~170

Approvals

ABS, BY, LR, NK, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KCL-11

For 420MPa mild steel

Classifications

EN ISO 2560-A:2006 E382C 12 KS D 7004-2008  E4311
EN ISO 2560-B:2006 E 43 11 A JIS Z3211-2008  E4311
AWS A5.1-2012 E6011

Description

« Covering is high cellulose type for welding of steel sheets, pipes in building or shipbuilding.

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

» Good mechanical properties and the weld metal neets requirement X-ray.

« Gives high ductility root weld and easy slag removal.

+ Redry the electrode at 70~80°C for 30~60 minutes prior to use.

Welding positions

- ==

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo \Y

0.08 0.31 0.58 0.017 0.018 0.02 0.03 0.01 0.01

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) -20¢C g0c  Remarks
AWS A5.1 min. 330 min. 430 min. 22 >27
EN ISO 2560-A min. 380 470~600 min. 20 >47
Example 410 500 24 60 40 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 32 4.0 5.0
Length (mm) 350 350 350 350
Amp. F 50~80 70~110 110~150 160~200
(A) V- OH 40~70 60~100 90~130 140~170

Approvals

ABS, DNV-GL, LR, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-6012

For 420MPa mild steel

Classifications

EN ISO 2560-A:2006 E380R 12 KS D 7004-2008  E4313
EN ISO 2560-B:2006 E 43 12A JIS Z3211-2008  E4312
AWS A5.1-2012 E6012

Description

« Covering is high titania type for welding of shells of railway vehicles, cars and othersteel structures
and general light structural steels.

+ Good weldability in vertical-down welding.

« Excellent X-ray quslity and good bead appearance.

« Redry the electrode at 70~100°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.07 0.39 0.52 0.020 0.01 0.02 0.03 0.01 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) RT 0c
AWS A5.1 min. 330 min. 430 min. 17
EN ISO 2560-A min. 380 470~600 min. 20 >47
Example 400 490 30 70 55 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC-)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 50~95 80~120 130~170 180~230 240~300

(A) V- OH 40~95 70~110 100~140 120~160

Approvals
JIS, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KR-3000

For 420MPa mild steel

Classifications

EN ISO 2560-A:2006 E380R 11 KS D 7004-2008  E4313
EN ISO 2560-B:2006 E 43 13A JISZ3211-2008  E4313
AWS A5.1-2012 E6013

Description

« Covering is high titania type for welding of all kinds of light constructional work in all positions,
including pipe welding.

« Excellent striking and restriking properties.

« Excellent slag removal and bead appearance without undcut.

« Redry the electrode at 70~100°C for 30~60 minutes prior to use.

Welding positions

= K=1E1=TT

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.06 0.35 0.4 0.020 0.01 0.02 0.03 0.01 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) RT 0c
AWS A5.1 min. 330 min. 430 min. 17
EN ISO 2560-A min. 380 470~600 min. 20 >0
Example 430 490 28 75 60 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~100 80~130 130~180 160~220 210~280

(A) V- OH 60~90 80~110 90~140 120~190

Approvals

ABS, BV, DNV-GL, KR, LR, NK, KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KR-3000V

For 420MPa mild steel

Classifications

EN ISO 2560-A:2006 E380R 15 KS D 7004-2008  E4313
EN ISO 2560-B:2006 E 43 13A JIS Z3211-2008  E4313
AWS A5.1-2012 E6013

Description

» Welding of shells of railway vehicles, cars and other steel sheet structures and
general light structural steels.

« In vertical-down welding, excellent bead appearance can be obtained by taking
a little bit higher welding amperage and holding the electrode at the illustrated angles.

» Welding under excessive amperage conditions can cause the deterioration of radiographic soundness.
+ Redry the electrode at 70~100°C for 30~60 minutes prior to use.

Welding positions

- I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo \

0.09 0.38 0.49 0.020 0.013 0.02 0.03 0.01 0.01

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) RT oc  Remarks
AWS A5.1 min. 330 min. 430 min. 17
EN ISO 2560-A min. 380 470~600 min. 20 247
Example 420 490 29 65 50 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 26 32 4.0 50
Length (mm) 350 350 400 400
Amp. (A) V-down 80~120 100~150 150~200 210~250

Approvals

KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KI-101LF

For 420MPa mild steel

Classifications

EN ISO 2560-A:2006 E 38 2 RA 12 KS D 7004-2008  E4301
EN ISO 2560-B:2006 E4319A U JIS Z3211-2008  E4319
AWS A5.1-2012 E6019

Description

« Covering is ilmenite type for welding of high pressure boilers, ship hulls, building, bridges and other
structural fabrications.

+ The most excellent mechanical properties and also suitable for welding of structural steels of heavy
section about 25mm thickness.

+ Redry the electrode at 70~100°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.07 0.15 0.47 0.020 0.012 0.01 0.02 0.01 0.01

Typical mechanical properties of all-weld metal

v.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -20C
AWS A5.1 min. 330 min. 430 min. 22 >27
EN ISO 2560-A min. 380 470~600 min. 20 >47
Example 400 490 30 100 80 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+-)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 80~135 135~190 180~240 250~310
(A) V- OH 50~75 60~120 100~160 135~210
Approvals

ABS, BV, DNV-GL, KR, LR, NK, KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-6022

For 420MPa mild steel

Classifications

EN ISO 2560-A:2006 E380A 23
AWS A5.1-2012 E6022
Description

« Covering is high iron oxide type for welding of flat and horizontal fillet welding of sheet metal.

« Highly efficient welding.

» Welding under excessive amperage conditions can cause the deterioration of radiographic soundness.
+ Redry the electrode at 70~100°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (3%)
C Si Mn P S Ni Cr Mo v

0.14 0.28 1.20 0.025 0.012 0.02 0.03 0.01 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) RT 0c
AWS A5.1 min. 430
EN ISO 2560-A min. 380 470~600 min. 20 >47
Example 450 480 26 75 55 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC-)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F

) V.OH 60~110 80~140 160~200 180~240 260~320

Approvals
JIs

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KF-300LF

For 420MPa mild steel

Classifications

EN ISO 2560-A:2006 E 380A 53 KS D 7004-2008  E4327
EN ISO 2560-B:2006 E 4327 A JIS Z3211-2008  E4327
AWS A5.1-2012 E6027

Description

« Covering is high iron oxide, iron powder type for welding of flat and horizontal fillet welding of ship
hull constructions, bridges and general structures.

« Beautiful bead appearance with undercut.

« Extremely high efficient welding because of high deposition rate by much iron powder.
« Easy slag removal.

+ Redry the electrode at 120~150°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo \Y
0.07 0.47 0.76 0.020 0.014 0.02 0.03 0.01 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -30Cc
AWS A5.1 min. 430 >27
EN ISO 2560-A min. 380 470~600 min. 20 >47
Example 490 560 28 60 40 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC-)
Dia. (mm) 4.0 45 5.0 55 6.0 6.4
Length (mm) 550 550 550 550 550 550
700 700 700 700 700
Amp.(A)  FH-Filet  150~180  180~200  180~230  220~270  250~290  280~310
Leg (mm) 5.0~5.5 5.5~6.0 6.0~6.5 6.5~7.0 7.0~8.0 75~8.5

Approvals

ABS, BV, DNV-GL, KR, LR, NK, KS, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KT-303

For 420MPa mild steel

Classifications

EN ISO 2560-A:2006 E 380 RB 12 KS D 7004-2008  E4303
EN ISO 2560-B:2006 E4303AU JIS Z3211-2008  E4303
Description

« Covering is lime titania type for welding of cars, other vehicles, light structural steels and pedestrian
bridges.

+ High welding efficiency and restriking property.

« Suitable for tack welding and intermittent welding.

« Excellent slag removal.

* Redry the electrode at 70~100°C for 30~60 minutes prior to use.

Welding positions

g a5 ISl e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo \

0.06 0.24 0.40 0.017 0.016 0.01 0.02 0.01 0.01

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) 0t g0c  Remarks
JISZ 321 min. 330 min. 430 min. 20 >27
EN ISO 2560-A min. 380 470~600 min. 20 >47
Example 420 530 32 100 60 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+-)

Dia. {mm) 26 32 4.0 5.0 6.0
Length {mm) 350 350 400 400 450
Amp. F 65~100 100~140 140~190 200~260 250~330

(A) V- OH 50~90 80~130 110~170 140~210

Approvals
KR, NK, KS, JIS

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KH-500LF

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 383 B 12 H10 KS D 7004-2008 E4316
EN ISO 2560-B:2006 E 43 16 A U H10 JIS Z3211-2008  E4316
AWS A5.1-2012 E7016

Description

+ Covering is low hydrogen type for welding of strength members of ship hulls and general heavy
structural steels, medium carbon steel, high sulphur steel. Underlaying of hardfacing.

+ Excellent mechanical properties and radiographic soundness.

« Excellent crack resistance even in the welding of difficult to weld steels.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn* P S Ni* Cr* Mo* v* *Sum
0.07 0.46 0.96 0.015 0.01 0.02 0.03 0.01 0.01 1.03

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20°C -30°C
JISZ 3211 min. 330 min. 430 min. 20 >27
EN ISO 2560-A min. 380 470~600 min. 20 >47
Example 460 540 28 120 100 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 90~130 140~190 180~240 250~300
(A) V- OH 50~80 80~110 120~160 160~200
Approvals

ABS, BV, DNV-GL, KR, LR, NK, KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

I3 KISWEL



Covered Electrodes

KH-500T

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 380 B 12 H10 KS D 7004-2008  E4316
EN ISO 2560-B:2006 E 43 16 A H10 JIS Z3211-2008  E4316
AWS A5.1-2012 E7016

Description

« Covering is low hydrogen type for tack welding of steels of ships, buildings and bridges.
» Good arc restriking properties.

« Designed for tack welding and intermittent welding.

« Easy slag removal.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn* P S Ni* Cr* Mo* v* *Sum
0.07 0.59 0.86 0.018 0.009 0.02 0.03 0.01 0.01 0.93

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -30°c
JISZ 3211 min. 330 min. 430 min. 20 >27
EN ISO 2560-A min. 380 470~600 min. 20 >47
Example 450 550 29 65 50 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 4.0 5.0
Length (mm) 350 400 400
Amp. (A) All 90~150 140~200 190~240

Approvals

KS, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

KH-500W

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 383 B 12 H10 KS D 7004-2008 E4316
EN ISO 2560-B:2006 E 43 16 A H10 JIS Z3211-2008  E4316
AWS A5.1-2012 E7016

Description

« Specifically designed for one side welding of pipes and general structures.

« Covering is low hydrogen type for welding of all positions except vertical-down.
« Extremely good usability in flat positions.

« Easy slag removal and beautiful bead appearance.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn* P S Ni* Cr* Mo* v* *Sum
0.09 0.58 0.98 0.014 0.01 0.02 0.03 0.01 0.01 1.05

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -30°C
JISZ 3211 min. 330 min. 430 min. 20 >27
EN ISO 2560-A min. 380 470~600 min. 20 >47
Example 460 560 32 70 50 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 4.5 5.0
Length (mm) 350 350 400 400 400
Amp. (A) F-OSW 30~70 60~110 90~140 120~160 130~180

Approvals

KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KH-500VLF

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 380 B 35 H10 KS D 7004-2008  E4316
EN ISO 2560-B:2006 E 43 16 A H10 JIS Z3211-2008  E4948
AWS A5.1-2012 E7048

Description

Covering is low hydrogen type for vertical-down welding of general structures and
strength members of machinery, ship construction, bridges.

In vertical-down welding, excellent bead appearance can be obtained by taking

a little bit higher welding amperage and holding the electrode at the illustrated angles. 60~80°
+ Excellent mechanical properties and crack resistance. 45
+ Redry the electrode at 300~400°C for 1~2 hours prior to use.
Welding positions
D;|1 I]i

—]
Typical chemical composition of all-weld metal (%)
C Si Mn* P S Ni* Cr* Mo* V* *Sum

0.06 0.53 0.72 0.012 0.0M 0.02 0.03 0.01 0.01 0.79

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) 0t g0c  Remarks
AWS A5.1 min. 400 min. 490 min. 22 >27
EN ISO 2560-A min. 380 470~600 min. 20 >47
Example 440 550 33 70 60 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. {mm) 3.2 4.0 45 5.0 55
Length {mm) 400 450 450 450 450
Amp. (A) V-Down 120~160 150~210 180~240 220~280 260~330

Approvals

ABS, BV, DNV-GL, KR, LR, NK, KS, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-7014

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 42 ARR 32 JIS Z3211-2008  E4914
ENISO 2560-B:2006 E 49 14A
AWS A5.1-2012 E7014

Description

« Covering is iron powder, titania type for fillet welding of ship structure, bridges, structural steels.
« Designed for high efficiency in single pass and multiple pass welding.

« Excellent slag removal and good bead appearance.

« Quiet and stable arc.

+ Redry the electrode at 120~150°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn* P S Ni* Cr* Mo* v* *Sum
0.08 0.41 0.73 0.020 0.014 0.02 0.03 0.01 0.01 0.8

Typical mechanical properties of all-weld metal

v.S TS El. IV (J) Remarks
(MPa) (MPa) (%) RT 0c
AWS A5.1 min. 400 min. 490 min. 17
EN ISO 2560-A min. 420 500~640 min. 20 >47
Example 470 550 30 65 50 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+-)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~100 90~140 140~200 190~240 250~310

(A) V- OH 50~90 80~130 110~170 150~200

Approvals

ABS, LR, JIS, CWB, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

E3 KISWEL



Covered Electrodes

K-7024

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 42 ARR 53 KS D 7004-2008 E4324

EN ISO 2560-B:2006 E 49 24 A JIS Z3211-2008  E4924

AWS A5.1-2012 E7024

Description ﬁ

+ Covering is iron powder, titania type for flat and horizontal fillet welding of S0 6018

ship structure, bridges, structural steels for buildings and general structures.
« Designed for high efficiency in single pass.
« Excellent slag removal and good bead appearance.
« Redry the electrode at 120~150°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)
9 Si Mn* P S Ni* Cr* Mo* V# *Sum

0.08 0.35 0.78 0.02 0.014 0.02 0.03 0.01 0.01 0.85

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) RT 0c
AWS A5.1 min. 400 min. 490 min. 17
EN SO 2560-A min. 420 500~640 min. 20 247
Example 430 570 28 65 50 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+-)
Dia. (mm) 3.2 4.0 45 5.0 55 6.0
400 450 450 450 450 450
Length (mm) 550 550 550 550 550
700 700 700 700
Amp. F 100~150  140~190  180~230  200~250  230~270  260~300
(A) H-Fillet
Approvals

ABS, BV, DNV-GL, KR, LR, JIS, CWB, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-7024N

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 42 0 RR 53 KS D 7004-2008 E4324
EN ISO 2560-B:2006 E 49 24 A JIS Z3211-2008  E4924-1
AWS A5.1-2012 E7024-1

Description ﬁ

« Covering is iron powder, titania type for flat and horizontal fillet welding of ship =00 601
structure, bridges, structural steels for buildings and general structures.

« Designed for high efficiency in single pass.

+ Good notch toughness of the deposited weld metal.

« Excellent slag removal and good bead appearance.

« Redry the electrode at 120~150°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn* P S Ni* Cr* Mo* V* *Sum
0.08 0.63 0.88 0.024 0.020 0.15 0.03 0.01 0.01 1.08

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0t -20C
AWS A5.1 min. 400 min. 490 min. 17 >27
EN ISO 2560-A min. 420 500~640 min. 20 >47
Example 500 590 27 60 40 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+-)
Dia. (mm) 3.2 4.0 45 5.0 55 6.0
400 450 450 450 450 450
Length (mm) 550 550 550 550 550
700 700 700 700
Amp. F
) H-Fillet 100~150  140~190  180~230  200~250  230~270  260~300
Approvals
JIS, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-7010G

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 420 C 22 JIS Z3211-2008  E4910-G
EN ISO 2560-B:2006  E 49 10-G A
AWS A5.5-2014 E7010-G

Description

« Covering is high cellulose type for all positions welding of pipes, general light structural steels.
« This electrode is characterized by deeply penetrating, forceful, spray type arc.

« Readily removable, thin friable slag.

+ Good mechanical properties and the weld metal neets requirement X-ray.

+ Redry the electrode at 70~80°C for 30~60 minutes prior to use.

Welding positions

= K= 1E1=T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.10 0.56 0.87 0.014 0.013 0.34 0.03 0.28 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -30C
AWS Ab5.5 min. 390 min. 490 min. 22
EN ISO 2560-A min. 420 500~640 min. 20 > 47
Example 470 570 27 60 40 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 350 400 400
Amp. A 50~80 70~110 110~150 160~200
(A) V- OH 40~70 60~100 90~130 140~170
Approvals
JIS, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-7010P1

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E422C 25 JIS Z3211-2018  E4910-P1
EN ISO 2560-B:2006 E 49 10-P1A
AWS A5.5-2014 E7010-P1

Description

« Covering is high cellulose type for vertical down welding on large pipelines.
(API Spec. 5L Grade A, B, X42, X46, X52, X60, root pass up to X70)

« This electrode is characterized by deeply penetrating, forceful, spray type arc.

« Readily removable, thin friable slag.

» Good mechanical properties and the weld metal neets requirement X-ray.

Welding positions

I-

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.14 0.13 0.53 0.012 0.008 0.20 0.02 0.01 0.01

Typical mechanical properties of all-weld metal

v.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30¢C
AWS A5.5 min. 390 min. 490 min. 22 >27
EN SO 2560-A min. 420 500~640 min. 20 >47
Example 500 610 28 55 48 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 3.2 4.0 5.0
Length (mm) 350 400 400
Amp. (A) V-Down 80~130 120~180 160~210

KISWEL



Covered Electrodes

KK-50LF

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 423 B 12 H10 KS D 7006-2008  E5016
EN ISO 2560-B:2006 E 49 16 A U H10 JIS Z3211-2008  E4916
AWS A5.1-2012 E7016

Description

« Covering is low hydrogen type for welding of 490MPa class high tensile steel in ships, bridges.
« Excellent mechanical properties and radiographic soundness.

« Excellent crack resistance even in the welding of difficult to weld steels.

- Satisfactory bead appearance and slag removal.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn* P S Ni* Cr* Mo* v* *Sum

0.07 0.53 0.93 0.013 0.012 0.02 0.03 0.01 0.01 1.00

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30C
AWS A5.1 min. 400 min. 490 min. 22 >27
EN ISO 2560-A min. 420 500~640 min. 20 >47
Example 480 560 32 110 80 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 90~130 140~190 180~240 250~310
(A) V- OH 50~80 80~110 120~160 160~200
Approvals

ABS, BV, DNV-GL, KR, LR, NK, KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-7016HR

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 423 B 12 H5 KS D 7006-2008  E5016
EN ISO 2560-B:2006 E 49 16 A U H5 JIS Z3211-2008  E4916 H5
AWS A5.1-2012 E7016 H4R

Description

« Covering is low hydrogen type for welding of 490MPa class high tensile steel in ships, bridges.
« Excellent mechanical properties and radiographic soundness.

 Good impact properties and very low hydrogen content. (HD <4ml/100g)

« Satisfactory bead appearance and slag removal.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn* P S Ni* Cr* Mo* v* *Sum
0.07 0.57 0.87 0.013 0.01 0.02 0.03 0.01 0.01 0.94

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30C
AWS A5.1 min. 400 min. 490 min. 22 >27
EN ISO 2560-A min. 420 500~640 min. 20 >47
Example 500 610 27 110 90 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 90~130 140~190 180~240 250~310
(A) V- OH 50~80 80~110 120~160 160~200
Approvals

ABS, DNV-GL, JIS, CCS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-7018

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 423 B 32 H10 KS D 7006-2008  E5016
EN ISO 2560-B:2006 E 49 18 A U H10 JIS Z3211-2008  E4918
AWS A5.1-2012 E7018

Description

« Covering is low hydrogen, iron powder type for welding of 490MPa class high tensile steel in ships,
bridges, storage tank, building and industrial machinery.

« Excellent mechanical properties and radiographic soundness.
» Satisfactory bead appearance and slag removal.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn* P S Ni* Cr* Mo* v* *Sum

0.07 0.61 0.87 0.015 0.01 0.02 0.03 0.01 0.01 0.94

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30C
AWS A5.1 min. 400 min. 490 min. 22 >27
EN ISO 2560-A min. 420 500~640 min. 20 >47
Example 480 570 30 100 70 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~100 90~130 130~180 200~250 250~310
(A) V- OH 50~80 80~120 110~170 160~210
Approvals

ABS, BV, DNV-GL, KR, LR, NK, KS, JIS, CWB, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-7018piPEWELD)

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 423 B 32 H5 KS D 7006-2008  E5016
EN ISO 2560-B:2006 E 49 18 A U H5 JIS Z3211-2008  E4918 H5
AWS A5.1-2014 E7018 H4

Description

» Covering is low hydrogen, iron powder type for welding of nuclear reactor vessels, LPG tankers,
LPG storage tanks and similar installations at low temperature.

+ Good impact value at -30°C.

 Good usability with direct current applications.

« Excellent mechanical properties and radiographic soundness.

* Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

g Y 5 ISan

Typical chemical composition of all-weld metal (%)

C Si Mn* P S Ni* Cr¥ Mo* V¥ *Sum

0.05 0.54 1.02 0.015 0.005 0.02 0.03 0.01 0.01 1.09

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) -20¢C g0c  Remarks
AWS A5.1 min. 400 min. 490 min. 22 >27
EN ISO 2560-A min. 420 500~640 min. 20 >47
Example 480 570 32 150 100 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 25 32 4.0 5.0 6.0
Length {mm) 350 350 400 400 450
Amp. F 60~100 90~130 150~190 180~240 220~300

(A) V- OH 60~90 80~120 110~170 140~190

Approvals

ABS, BV, DNV-GL, KR, LR, NK, KS, JIS, CWB, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-7018HR

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 423 B 32 H5 KS D 7006-2008  E5016
EN ISO 2560-B:2006 E 49 18 A U H5 JIS Z3211-2008  E4918 H5
AWS A5.1-2012 E7018 H4R

Description

« Covering is low hydrogen, iron powder type for welding of 490MPa class high tensile steel in ships,
bridges, storage tank, building and industrial machinery.

» Good impact properties and very low hydrogen contens. (HD <4ml/100g)
« Excellent bead appearance and radiographic soundness.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn* P S Ni* Cr* Mo* v* *Sum

0.07 0.60 0.98 0.015 0.012 0.02 0.03 0.01 0.01 1.05

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30C
AWS A5.1 min. 400 min. 490 min. 22 >27
EN ISO 2560-A min. 420 500~640 min. 20 >47
Example 550 620 29 110 80 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~100 90~130 130~180 200~250 250~310

(A) V- OH 50~80 80~120 110~170 160~210

Approvals

ABS, BV, DNV-GL, LR, JIS, CCS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

K-7018N

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 423 B 32 H10 JISZ3211-2012  E4918-1
EN ISO 2560-B:2006 E 49 18-1A U H10
AWS Ab5.1-2014 E7018-1

Description

» Covering is low hydrogen, iron powder type for welding of nuclear reactor vessels, LPG tankers,
LPG storage tanks and similar installations at low temperature.

+ Good impact value at -45°C.

* Excellent mechanical properties and radiographic soundness.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn* P S Ni* Cr* Mo* v* *Sum
0.07 0.58 1.38 0.013 0.012 0.15 0.03 0.01 0.01 1.58

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -45°
AWS A5.5 min. 400 min. 490 min. 22 >27
EN ISO 2560-A min. 420 500~640 min. 20 >47
Example 510 590 32 100 75 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 70~100 90~130 150~190 160~220 180~230
(A) V- OH 60~90 85~120 110~160 130~180
Approvals

DNV-GL, LR, RINA, JIS, CWB, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-7018NP

For 490MPa high tensile steel

Classifications

ENISO 2560-A:2006 E 424 B 42 H5 JIS Z3211-2008  E4918-1 H5
EN ISO 2560-B:2006 E 49 18-1 A U H5
AWS A5.1-2014 E7018-1 H4R

Description

« Covering is low hydrogen, iron powder type for welding of nuclear reactor vessels, LPG tankers,
LPG storage tanks and similar installations at low temperature.

+ Good impact value at -45°C.

« Excellent mechanical properties and radiographic soundness.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn* P S Ni* Cr* Mo* v* *Sum

0.05 0.45 1.18 0.013 0.012 0.25 0.03 0.01 0.02 1.49

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c 45
AWS Ab5.5 min. 400 min. 490 min. 22 >27
EN ISO 2560-A min. 420 500~640 min. 20 > 47
Example 510 570 32 110 75 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 70~100 90~130 150~190 160~220 180~230
(A) V- OH 60~90 85~120 110~160 130~180
Approvals

ABS, BV, DNV-GL, LR
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-7028LF

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 420 B 52 KS D 7006-2008  E5026
EN ISO 2560-B:2006 E 49 28 A JIS Z3211-2008  E4928
AWS A5.1-2012 E7028

Description

» Covering is low hydrogen type for flat and horizontal fillet welding of 490MPa class high tensile steel.
« Extremely high deposition rate and good slag removal.

« For application of gravity welding and auto-contact welding.

+ Quiet and stable arc.

+ Redry the electrode at 200~250°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn* P S Ni* Cr* Mo* V* *Sum
0.06 0.37 0.98 0.021 0.013 0.02 0.03 0.01 0.01 1.05

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) oc g0¢  Remarks
AWS A5.1 min. 400 min. 490 min. 22 >27
EN SO 2560-A min. 420 500~640 min. 20 >47
Example 470 550 31 65 50 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 5.0 55 6.0 6.4
550 550 550 550
Length (mm) 700 700 700 700
900 900 900
Amp. F
) H-Fillet 200~250 220~280 270~320 290~340
Approvals

ABS, BV, DNV-GL, KR, LR, NK, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

K-8010G

For 560MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 460 C 22 JIS Z3211-2008  E5510-G
EN ISO 2560-B:2006 E 55 10-G A
AWS A5.5-2014 E8010-G

Description

« Covering is high cellulose type for all positions welding of pipes, general light structural steels.
« This electrode is characterized by deeply penetrating, forceful, spray type arc.

« Readily removable, thin friable slag.

+ Good mechanical properties and the weld metal neets requirement X-ray.

+ Redry the electrode at 70~80°C for 30~60 minutes prior to use.

Welding positions

= K= 1E1=T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.09 0.43 0.76 0.01 0.009 0.32 0.03 0.25 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -30C
AWS Ab5.5 min. 460 min. 550 min. 19
EN ISO 2560-A min. 460 530~680 min. 20 > 47
Example 520 610 24 60 40 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 350 350 350
Amp. F 50~80 70~110 110~150 160~200

(A) V- OH 40~70 60~100 90~130 140~170

Approvals
JIs

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-8010P1

For 490MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 462 C 25 JIS Z3211-2018  E5510-P1
EN ISO 2560-B:2006 E 55 10-P1A
AWS A5.5-2014 E8010-P1

Description

« Covering is high cellulose type for all positions welding of pipes, general light structural steels.
« This electrode is characterized by deeply penetrating, forceful, spray type arc.

« Readily removable, thin friable slag.

+ Good mechanical properties and the weld metal neets requirement X-ray.

* Redry the electrode at 70~80°C for 30~60 minutes prior to use.

Welding positions

I-

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.14 0.15 0.54 0.013 0.007 0.51 0.04 0.001 0.01

Typical mechanical properties of all-weld metal

v.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30¢C
AWS A5.5 min. 460 min. 550 min. 19 >27
EN ISO 2560-A min. 460 530~680 min. 17 >47
Example 570 650 26 55 47 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 3.2 4.0 5.0
Length (mm) 350 350 350
Amp. (A) V-Down 80~130 120~180 160~210

KISWEL



Covered Electrodes

KK-55

For 560MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 463 B 12 H10 KS D 7006-2008  E5316
EN ISO 2560-B:2006 E 55 16-G A H10 JISZ3211-2008  E5516-G
AWS A5.5-2014 E8016-G

Description

« Covering is low hydrogen type for welding of 560MPa class high tensile steel.
« Satisfactory bead appearance and slag removal.

« Excellent mechanical properties and radiographic soundness.

+ Good weldability and usability.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v
0.07 0.66 1.45 0.016 0.01 0.02 0.03 0.01 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c -40C
AWS Ab5.5 min. 460 min. 550 min. 19
EN ISO 2560-A min. 460 530~680 min. 20 >47
Example 540 600 28 60 45 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 90~130 140~190 180~240 250~310

(A) V- OH 50~80 80~120 110~170 160~200

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

K-8018

For 560MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 46 3 B 32 H10 KS D 7006-2008  E5316
EN ISO 2560-B:2006 E 55 18-G A H10 JISZ3211-2008  E5518-G
AWS A5.5-2014 E8018-G

Description

« Covering is low hydrogen, iron powder type for welding of 560MPa class high tensile steel in ships,
bridges, penstocks and rails.

+ Excellent mechanical properties and radiographic soundness.
» Satisfactory bead appearance and slag removal.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.06 0.56 1.32 0.018 0.01 0.35 0.03 0.25 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30C
AWS A5.5 min. 460 min. 550 min. 19
EN ISO 2560-A min. 460 530~680 min. 20 >47
Example 490 590 28 95 80 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 90~130 140~190 180~230 250~310

(A) V- OH 50~80 80~110 120~170 160~200

Approvals
ABS, JIS

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KK-60

For 620MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 50 0 1Ni B 12 H10 KS D 7006-2008  E5816
EN ISO 2560-B:2006 E 55 16-G A H10 JIS Z3211-2008  E6216-G
AWS A5.5-2014 E9016-G

Description

« Covering is low hydrogen type for welding of 620MPa class high tensile steelin bridges, vehicles.
* Mn-Ni-Mo type deposites weld metal.

« Satisfactory bead appearance and slag removal.

« Excellent mechanical properties and radiographic soundness.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v
0.07 0.58 1.04 0.018 0.01 0.64 0.03 0.29 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -20C
AWS Ab5.5 min. 530 min. 620 min. 17
EN ISO 2560-A min. 500 560~720 min. 18 >47
Example 550 650 28 80 50 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 90~130 140~190 180~230 250~300

(A) V- OH 50~80 80~110 120~170 160~200

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KK-70

For 690MPa high tensile steel

Classifications

EN 757:1997 E553ZB12H10 KS D 7006-2008  E7016
AWS A5,5-2014  E10016-G JISZ3211-2008  E6916-G
Description

«» Covering is low hydrogen type for welding of 690MPa class high strength low alloy steel, yield point
620MPa of pressure vessels, penstocks and bridges.

« Satisfactory bead appearance and slag removal.
« Excellent crack resistance and radiographic soundness.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.07 0.49 1.05 0.015 0.01 1.87 0.05 0.37 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV {J) Remarks
(MPa) (MPa) (%) -20T -30TC
AWS A5.5 min. 600 min. 690 min. 16
EN 757 min. 550 610~780 min. 18 >47
Example 640 730 26 100 90 AW

* AW : As-Welded

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 90~130 140~190 180~230 250~300

(A) V- OH 50~80 80~110 120~170 160~200

Approvals
JIs

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KK-80

For 760MPa high tensile steel

Classifications

EN 757:1997 E6202ZB12H10 KS D 7006-2008  E8016
AWS A5,5-2014  E11016-G JIS Z3211-2008  E7616-G
Description

«» Covering is low hydrogen type for welding of 760MPa class high strength low alloy steel, yield point
690MPa of pressure vessels, penstocks and bridges.

« Satisfactory bead appearance and slag removal.
« Excellent crack resistance and radiographic soundness.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v
0.07 0.60 1.10 0.013 0.012 1.84 0.23 0.43 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -20C
AWS Ab5.5 min. 670 min. 760 min. 15
EN 757 min. 620 690~890 min. 18 >47
Example 730 830 22 60 40 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 90~130 140~190 180~230 250~300

(A) V- OH 50~80 80~110 120~170 160~200

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

K-9018M

For 620MPa high tensile steel

Classifications

EN ISO 2560-A:2006 E 5052 B 32 H10 KS D 7006-2008 E5816

AWS A5,5-2014 E9018-M JIS Z3211-2008  E6218-N3M1
Description

+ Covering is low hydrogen, iron powder type for welding of 620MPa class high tensile steel in bridge,
pressure vessels, penstocks and machinery.

« Excellent mechanical properties especially in notch toughness.
» Satisfactory bead appearance and slag removal.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.05 0.51 0.88 0.013 0.01 1.58 0.10 0.2 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -40c -50C
AWS A5.5 540~620 min. 620 min. 24 >27
EN ISO 2560-A min. 500 560~720 min. 18 >47
Example 570 670 30 110 90 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 50~100 90~130 140~190 190~240 250~310
(A) V- OH 40~80 80~115 110~160 140~170
Approvals
ABS, JIS

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-10018M

For 690MPa high tensile steel

Classifications

EN 757:1997 E5532ZB32H10 KS D 7006-2008  E7016

AWS A5,5-2014  E10018-M JIS Z3211-2008  E6918-N3M2
Description

« Covering is low hydrogen, iron powder type for welding of 690MPa class high tensile steel in bridge,
pressure vessels, penstocks and machinery.

« Excellent mechanical properties especially in notch toughness.
» Satisfactory bead appearance and slag removal.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.07 0.46 1.35 0.015 0.012 1.63 0.20 0.28 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c -50C
AWS A5.5 610~690 min. 690 min. 20 >27
EN 757 min. 500 610~780 min. 18 >47
Example 640 750 29 80 45 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. F 90~130 130~180 180~240 250~320

(A) V- OH 80~115 110~170 140~200

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-11018M

For 760MPa high tensile steel

Classifications

EN 757:1997 E623ZB32H10 KS D 7006-2008  E8016

AWS A5,5-2014  E11018-M JIS Z3211-2008  E7618-N4M2
Description

+ Covering is low hydrogen, iron powder type for welding of low alloy high strength steels having tesile
properties of about 740~790MPa such as HY80, etc.

« Excellent mechanical properties especially in notch toughness.
» Satisfactory bead appearance and slag removal.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.08 0.41 1.49 0.015 0.012 1.86 0.25 0.35 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. vV(J) Remarks
(MPa) (MPa) (%) -30C -50C
AWS A5.5 680~760 min. 760 min. 20 227
EN 757 min. 620 690~890 min. 18 >47
Example 730 830 22 70 40 AW

* AW : As-Welded

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 50~100 90~130 130~180 180~240 240~320

(A) V- OH 40~90 80~120 110~160 140~200

Approvals
ABS, JIS, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-12018M

For 830MPa high tensile steel

Classifications

EN 757:1997 E693ZB32H10 JIS Z3211-2008  E8318-N4C2M2
AWS A5.5-2014  E12018-M

Description

+ Covering is low hydrogen, iron powder type for welding of 890MPa class high tensile steel in bridge,
pressure vessels, penstocks and machinery.

« Excellent mechanical properties especially in notch toughness.
» Good radiographic soundness.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.08 0.30 1.46 0.014 0.013 1.86 0.95 0.41 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c -50C
AWS A5.5 745~830 min. 830 min. 18 >27
EN 757 min. 690 760~960 min. 17 >47
Example 800 940 20 70 40 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 70~100 90~130 150~190 180~230 220~300

(A) V- OH 60~90 70~100 120~160 140~180

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-8018D1

For 560MPa high tensile steel (Mn-Mo steel)

Classifications

EN ISO 2560-B:2006 E 55 18-3M2 P H5 JIS Z3211-2008  E5518-3M2 P H5
AWS A5,5-2014 E8018-D1 H4

Description

« Covering is low hydrogen, iron powder type for welding of 560MPa class high tensile steel or
1.5%Mn-0.35%Mo steel.

« Very low hydrogen content. (HD <4ml/100g)

* Excellent mechanical properties and radiographic soundness.
+ Good notch toughness at -50°C.

* Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

g Y 5 ISan

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo \Y
0.07 0.47 1.33 0.013 0.013 0.77 0.02 0.30 0.01

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) -40¢C s0c  Remarks
AWS A5.5 min. 460 min. 550 min. 19 >27
EN ISO 2560-B min. 460 min. 550 min. 17 >27
Example 640 690 25 60 40 PWHT
* PWHT : 620 Cx1HT.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. F 70~100 90~150 150~190 190~260

(A) V- OH 60~90 80~130 120~170 140~200

Approvals
Jis

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-10018D2

For 690MPa high tensile steel (Mn-Mo steel)

Classifications

EN 757:1997 E553ZBT32H5 JIS Z3211-2008  E6918-4M2 P H5
AWS A5.5-2014  E10018-D2 H4

Description

« Covering is low hydrogen, iron powder type for welding of 560MPa class high tensile steel
(ASTM A302 Gr.B) or 1.85%Mn-0.35%Mo steel.

« Very low hydrogen content. (HD <4ml/100g)

« Excellent mechanical properties especially in notch toughness.

« Satisfactory bead appearance and slag removal.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

g a5 IS

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo \

0.10 0.58 171 0.017 0.015 0.74 0.02 0.31 0.01

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) -30¢C soc  emarks
AWS A5.5 min. 600 min. 690 min. 16 >27
EN 757 min. 550 610~780 min. 18 >47
Example 680 760 23 60 40 PWHT
* PWHT : 620 Cx1Hr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. F 70~100 90~150 150~190 190~260

(A) V- OH 60~90 80~130 120~170 140~200

Approvals
Jis

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-8018D3

For 560MPa high tensile steel (Mn-Mo steel)

Classifications

EN ISO 2560-B:2006 E 55 18-3M3 P H5 JIS 7 3211-2008  E5518-3M3 P H5
AWS A5,5-2014 E8018-D3 H4

Description

« Covering is low hydrogen, iron powder type for welding of 560MPa class high tensile steel or
1.5%Mn-0.5%Mo steel.

« Very low hydrogen content. (HD <4ml/100g)

* Excellent mechanical properties and radiographic soundness.
+ Good notch toughness at -50°C.

* Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

g Y 5 ISan

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo \Y
0.05 0.37 1.39 0.014 0.010 0.77 0.05 0.55 0.01

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) -40¢C s0c  Remarks
AWS A5.5 min. 460 min. 550 min. 19 >27
EN ISO 2560-B min. 460 min. 550 min. 17 >27
Example 660 730 23 55 35 PWHT
* PWHT : 620 Cx1HT.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. F 70~100 90~150 150~190 190~260

(A) V- OH 60~90 80~130 120~170 140~200

Approvals
Jis

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KW-50G

For atomospheric corrosion resisting steel

Classifications

EN ISO 2560-A:2006 E 423ZB 12 H10 KS D 7101-2002  DA5016W
EN ISO 2560-B:2006  E 49 16-G A H10 JIS Z3214-2012  E4916-NCC1
AWS A5.5-2014 E7016-G

Description

« Covering is low hydrogen type for welding of 490MPa class high tensile strength weathering type

structural steel for vehicles, building and bridges.
« Excellent weather-proof property and crack resistance.
» Satisfactory bead appearance and slag removal.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni

Cr Mo v Cu

0.06 0.46 0.74 0.018 0.009 0.63

Typical mechanical properties of all-weld metal

0.52 0.01 0.01 0.40

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30C
AWS Ab5.5 min. 390 min. 490 min. 22
EN SO 2560-A min. 420 500~640 min. 20 >47
Example 450 610 28 70 50 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. F 90~130 150~190 180~230 240~280

(A) V- OH 70~110 120~160 130~170

KISwEL [



KW-50V

For atomospheric corrosion resisting steel

Classifications

AWS A5.5-2014  E7016-G
KS D 7101-2002  DA5016G
JIS Z3214-2012  E4916-CC

Description

«» Covering is low hydrogen type for vertical-down welding of 490MPa class high tensile strength
weathering type structural steel for vehicles, building and bridges.

« Excellent working efficieny in vertical-down welding.

» Excellent weather-proof property and crack resistance.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- -

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo \ Cu
0.06 0.54 0.86 0.015 0.01 0.60 0.51 0.01 0.01 0.27

Typical mechanical properties of all-weld metal

v.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -30¢C
AWS A5.5 min. 390 min. 490 min. 22
JISZ3214 min. 390 min. 490 min. 23 >47
Example 440 540 32 100 50 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 3.2 4.0 5.0
Length (mm) 350 400 400
Amp. (A) V-Down 120~160 170~210 220~280

E3 KISWEL



KW-50WH

For atomospheric corrosion resisting steel

Classifications

KS D 7101-2002  DA5026W
JISZ3214-2012  E4928-NCC1

Description

+ Covering is low hydrogen, iron powder type for flat and horizontal fillet welding of 490MPa class high
tensile strength weathering type structural steel for buildings, bridges and other steel structures.

« Extremely high deposition rate and easy slag removal.

* Quiet and stable arc.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (5%)
c Si Mn P S Ni Cr Mo Cu

0.07 0.30 0.92 0.015 0.012 0.53 0.51 0.01 0.39

Typical mechanical properties of all-weld metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) 0t -30C
JISZ3214 min. 390 min. 490 min. 23 247
Example 510 560 27 65 40 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 4.0 5.0 55 6.0
400 450 450 450
Length (mm) 500 500 500
550 550 550
Amp. F
) HFillet 160~200 200~250 220~270 250~300

KISWEL



Covered Electrodes

KW-60G

For atomospheric corrosion resisting steel

Classifications

EN ISO 2560-A:2006 E500ZB 12 KS D 7101-2002  DA5816W
EN ISO 2560-B:2006 E 55 16-G A JIS Z3214-2012  E5516-NCC1
AWS A5.5-2014 E8016-G

Description

+ Covering is low hydrogen type for welding of 560MPa class high tensile strength weathering type
structural steel for buildings, bridges and other steel structures.

« Excellent weather-proof property and crack resistance.
» Satisfactory bead appearance and slag removal.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu
0.07 0.65 0.75 0.016 0.01 0.62 0.53 0.01 0.50

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -20C
AWS A5.5 min. 460 min. 550 min. 19
EN ISO 2560-A min. 500 560~720 min. 18 >47
Example 530 590 24 100 70 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. F 90~130 150~190 180~230 240~280

(A) V-OH 70~110 120~160 130~170

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-8018W

For atomospheric corrosion resisting steel

Classifications

ENISO 2560-A:2006 E462ZB32H10 JISZ3214 E5518-NCC1
EN ISO 2560-B:2006 E 55 18-NCC1A U H10
AWS A5.5-2014 E8018-W2

Description

« Covering is low hydrogen, iron powder type for welding of 560MPa class high tensile strength
weathering type structural steel for buildings, bridges and other steel structures.
(ASTM A67 Gr.1; A242 Gr.all ; A588 Gr.all ; A606 Gr.all ; A709 Gr.70W)

« Excellent weather-proof properties and crack resistance of the deposited weld metal.
» Good weldability and usability.
+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

g a5 IS

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu

0.05 0.47 0.70 0.015 0.015 0.69 0.54 0.01 0.45

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) -20C g0c  Remarks
AWS A5.5 min. 460 min. 550 min. 19 >27J
EN ISO 2560-A min. 460 530~680 min. 20 >47
Example 530 590 24 80 60 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 26 32 4.0 50
Length (mm) 350 350 400 400
Amp. F 70~110 90~130 150~190 180~230

(A) V- OH 60~90 70~110 120~160 130~170

Approvals
CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KA-50G

For 490MPa corrosion resisting steel against sulfic acid

Classifications

EN ISO 2560-A:2006 E420ZB 12 H10 JIS Z3211-2008  E4916-NC
EN ISO 2560-B:2006 E 49 16-G A H10
AWS A5.5-2014 E7016-G

Description

« It is designed for the mild and medium tensile steels that are used to flue gasdesulfurization facilities.
+ The weld metal contain Cu, Co alloy and has good anticorrosion against sulfic acid.

« Satisfactory bead appearance and slag removal.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Cu Co
0.05 0.41 0.62 0.015 0.01 0.30 0.13

Typical mechanical properties of all-weld metal

Y.S TS El. T.S500C IV (J) Remarks
(MPa) (MPa) (%) (MPa) 0c
AWS A5.5 min. 390 min. 490 min. 22
EN ISO 2560-A min. 420 500~640 min. 20
Example 520 605 30 430 50 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 400 400 450
Amp. F 70~110 90~130 150~190 180~230

(A) V- OH 60~90 70~110 120~160 130~170
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Covered Electrodes

KK-50N

For low temperature service steel (490MPa)

Classifications

EN ISO 2560-A:2006 E 423ZB 12 H10 KS D 7023-2002  DL5016-4A0
EN ISO 2560-B:2006  E 49 16-G A H10 JIS Z3211-2008  E4916-G
AWS A5.5-2014 E7016-G

Description

« Covering is low hydrogen type for welding of aluminium-killed steel to be used for LPG tankers,
LPG storage tanks, machineries and structures.

« Excellent notch toughness of deposited weld metal at low temperature.
» Satisfactory bead appearance and slag removal.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.08 0.42 1.35 0.014 0.01 0.47 0.02 0.01 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c 45
AWS Ab5.5 min. 390 min. 490 min. 22
EN ISO 2560-A min. 420 500~640 min. 20 >47
Example 490 570 30 130 90 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 50~100 70~130 150~190 220~250 250~310

(A) V- OH 30~80 70~100 120~160 150~200

Approvals
DNV-GL, LR, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KK-50NN

For low temperature service steel (490MPa)

Classifications

EN ISO 2560-A:2006 E 42527 B 12 H10 KS D 7023-2002  DL5016-6A1
EN ISO 2560-B:2006 E 49 16-G A H10 JISZ3211-2008  E4916-G
AWS A5.5-2014 E7016-G

Description

« Covering is low hydrogen type for welding of aluminium-killed steel to be used for LPG tankers,
and LPG storage tanks, etc.

« Excellent notch toughness of deposited weld metal at low temperature.
» Satisfactory bead appearance and slag removal.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.07 0.37 1.45 0.013 0.01 137 0.03 0.01 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -50C -60C
AWS A5.5 min. 390 min. 490 min. 22
EN ISO 2560-A min. 420 500~640 min. 20 >47
Example 520 590 28 120 100 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 50~100 70~130 150~190 220~250 250~300

(A) V- OH 30~80 70~100 120~160 130~200

KISWEL



Covered Electrodes

K-8016C1

For low temperature service steel (560MPa)

Classifications

EN ISO 2560-A:2006 E 46 6 2Ni B 12 H10 KS D 7023-2002  DL5016-6P2
EN ISO 2560-B:2006  E 55 16-N5 P U H10 JIS Z3211-2008  E5516-N5 P U
AWS A5.5-2014 E8016-C1

Description

« Covering is low hydrogen type for welding of 2.5%Ni steel and aluminium-killed steel used at low
temperature, LPG tanks, etc.

+ Excellent impact value at -60°C.

» Good weldability and usability.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.07 0.45 0.98 0.016 0.013 2.25 0.03 0.02 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -50C -60C
AWS Ab5.5 min. 460 min. 550 min. 19 >27
EN ISO 2560-B min. 460 min. 550 min. 17 >47
Example 520 600 30 140 120 PWHT
* PWHT : 605°Cx1Hr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 110~150 150~190 200~240 250~310

(A) V- OH 50~80 100~140 120~170 150~200

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-8018C1

For low temperature service steel (560MPa)

Classifications

EN ISO 2560-A:2006 E 46 6 2Ni B 32 H10 JIS Z3211-2008  E5518-N5P U
EN ISO 2560-B:2006 E 55 18-N5 P U H10
AWS A5.5-2014 E8018-C1

Description

« Covering is low hydrogen, iron powder type for welding of 2.5%Ni steel and aluminium-killed steel
used at low temperature, LPG tanks, etc.

« Stable arc in flat and horizontal fillet welding.

» Weld metal of fine ripple mark without undercut can be obtained.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.06 0.60 0.96 0.015 0.012 2.41 0.03 0.01 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -50C -60C
AWS A5.5 min. 460 min. 550 min. 19 >27
EN ISO 2560-B min. 460 min. 550 min. 17 >47
Example 500 600 32 120 100 PWHT
* PWHT : 605°CxTHr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~100 90~130 130~190 190~250 250~300

(A) V- OH 60~90 85~120 110~160

Approvals

ABS, DNV-GL, LR, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-8016C2

For low temperature service steel (560MPa)

Classifications

EN ISO 2560-A:2006 E 46 6 3Ni B 12 H10 KS D 7023-2002  DL5016-6P3
EN ISO 2560-B:2006  E 55 16-N7 P H10 JIS Z3211-2008  E5516-N7 P
AWS A5.5-2014 E8016-C2

Description

« Covering is low hydrogen type for welding of 3.5%Ni steel and aluminium-killed steel used at low
temperature, LPG tanks, etc.

+ Excellent impact value at -75°C.

» Good weldability and usability.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.07 0.45 1.10 0.014 0.01 3.46 0.04 0.01 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -60°C -75C
AWS Ab5.5 min. 460 min. 550 min. 19 >27
EN ISO 2560-B min. 460 min. 550 min. 17 >27
Example 500 610 30 70 55 PWHT
* PWHT : 605°Cx1Hr.
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 50~90 90~130 130~180 180~240 220~260

(A) V- OH 50~80 80~120 110~160 150~200
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Covered Electrodes

K-8018C2

For low temperature service steel (560MPa)

Classifications

EN ISO 2560-A:2006 E 46 6 3Ni B 32 H10 JIS Z3211-2008  E5518-N7 P
EN ISO 2560-B:2006 E 55 18-N7 P H10
AWS A5.5-2014 E8018-C2

Description

« Covering is low hydrogen, iron powder type for welding of 3.5%Ni steel and aluminium-killed steel
used at low temperature, LPG tanks, etc.

+ Fast, efficient metal transfer in all positions.
« Excellent notch toughness of the deposited weld metal at low temperature.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.07 0.32 1.12 0.013 0.012 3.45 0.03 0.01 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -60°C -75C
AWS A5.5 min. 460 min. 550 min. 19 >27
EN ISO 2560-B min. 460 min. 550 min. 17 >27
Example 530 620 28 55 40 PWHT
* PWHT : 605°CxTHr.
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 90~130 135~180 190~240 250~310

(A) V- OH 50~80 80~120 110~170
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Covered Electrodes

K-8018C3

For low temperature service steel (560MPa)

Classifications

EN ISO 2560-A:2006 E 46 4 1Ni B 32 H10 JIS Z3211-2008  E5518-N2 U
EN ISO 2560-B:2006 E 55 18-N2 A U H10
AWS A5.5-2014 E8018-C3

Description

«» Covering is low hydrogen, iron powder type for welding of 1%Ni steel and high tensile strength steel
for military and commercial applications where good impact property.

« Fast, efficient metal transfer in all positions.

« Excellent deposited weld metal with both AC and DC power source.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.07 0.45 0.91 0.013 0.012 1.03 0.02 0.01 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c -40C
AWS A5.5 470~550 min. 550 min. 24 >27
EN ISO 2560-A min. 460 530~680 min. 20 >47
Example 530 600 28 100 60 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 350 400 400
Amp. F 60~95 90~130 135~180 190~240
(A) V- OH 60~90 80~120 110~170
Approvals
ABS, LR

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-7018C3L

For low temperature service steel (490MPa)

Classifications

EN ISO 2560-A:2006 E 42 3 1Ni B 32 H5
EN ISO 2560-B:2006 E 49 18-N2 A H5
AWS A5.5-2014 E7018-C3L H4R

JIS Z3211-2008  E4918-N2 H5

Description

« Covering is low hydrogen, iron powder type for welding of 1%Ni steel and aluminium-killed steel used
at low temperature, LPG tanks, etc.

- Fast, efficient metal transfer in all positions and very low hydrogen content. (HD <4ml|/100g)
« Excellent notch toughness of the deposited weld metal at low temperature.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.05 0.31 0.86 0.016 0.016 1.01 0.05 0.02 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c -50C
AWS A5.5 min. 390 min. 490 min. 22 >27
EN SO 2560-A min. 420 500~640 min. 20 >47
Example 530 620 34 90 50 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 350 400 400
Amp. F 60~90 90~140 150~190 180~230
(A) V- OH 50~80 80~120 120~160
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Covered Electrodes

K-7018G

For low temperature service steel (490MPa)

Classifications

ENISO 2560-A:2006 E 425 1Ni B 32 H5 JIS Z3211-2008  E4918-G H5
ENISO 2560-B:2006 E 49 18-G A H5
AWS A5.5-2014 E7018-G H4R

Description

« Covering is low hydrogen, iron powder type for welding of 1%Ni steel and aluminium-killed steel
used at low temperature, LPG tanks, etc.

- Fast, efficient metal transfer in all positions and very low hydrogen contens. (HD <4ml/100g)
« Excellent notch toughness of the deposited weld metal at low temperature.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.04 0.24 0.91 0.016 0.016 1.01 0.05 0.02 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -50°C
AWS Ab5.5 min. 390 min. 490 min. 22
EN SO 2560-A min. 420 500~640 min. 20 >47
Example 520 600 34 100 70 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 350 400 400
Amp. F 60~90 90~140 150~190 180~230

(A) V-0OH 50~80 80~120 120~160
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Covered Electrodes

K-8016C4H

For low temperature service steel (560MPa)

Classifications

EN ISO 2560-A:2006 E465ZB 12 H5 JIS Z3211-2008  E5516-N3 U H5
EN ISO 2560-B:2006 E 55 16-N3 A U H5
AWS A5.5-2014 E8016-C4 H4

Description

« Covering is low hydrogen, iron powder type for welding of 1.5%Ni steel and aluminium-killed steel
used at low temperature, LPG tanks, etc.

« Excellent notch toughness of the deposited weld metal at low temperature.
» Good weldability and usability and very low hydrogen content. (HD <4ml/100g)
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.06 0.56 0.85 0.013 0.01 1.26 0.03 0.01 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c -50C
AWS A5.5 min. 460 min. 550 min. 19 >27
EN ISO 2560-A min. 460 530~680 min. 20 >47
Example 530 600 28 110 70 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 350 400 400
Amp. F 60~90 90~140 150~190 180~230

(A) V- OH 50~80 80~120 120~160

KISWEL



Covered Electrodes

K-7010A1

For heat-resisting steel (0.5%Mo)

Classifications

EN ISO 3580-B:2008  E 49 10-1M3 JIS 73223-2010  E4910-1M3
AWS A5,5-2014 E7010-A1

Description

« Covering is high cellulose type for all positions welding of 0.5%Mo steel pipes used for high pressure,
high temperature steam service, structural steel and plates or castings.

+ Extremely good radiographic soundness and mechanical properties.
» Not to use the currents exceeding the recommended currents.
« Redry the electrode at 70~80°C for 30~60 minutes prior to use.

Welding positions

= K= 1E1=T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.09 0.14 0.43 0.015 0.009 0.05 0.06 0.58 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20¢C 0c
AWS Ab5.5 min. 390 min. 490 min. 22
EN ISO 3580-B min. 390 min. 490 min. 20
Example 440 550 29 60 50 PWHT
* PWHT : 620°Cx1Hr.
Sizes available and recommended currents (DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 350 350 350
Amp. F 50~75 70~110 110~150 160~200

(A) V- OH 30~70 60~100 90~130 130~170

Approvals
ABS

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

K-7016A1

For heat-resisting steel (0.5%Mo)

Classifications

EN ISO 3580-A:2008 E Mo B 12 H10 KS D 7022-2002 DT1216
EN ISO 3580-B:2008  E 49 16-1M3 H10 JIS 232232010  E4916-1M3
AWS A5.5-2014 E7016-A1

Description

» Covering is low hydrogen type for welding of alloys used for hign temperature service such as C-Mo
steel pipes(STPA 12, A335-P1), boiler and heat exchanger steel tubes, rolled steel and cast steel.

« Preheat at 100~200°C and postheat treat at 620~680°C.

» Satisfactory bead appearance and slag removal.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.07 0.54 0.83 0.015 0.009 0.02 0.03 0.52 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20C -0c
AWS A5.5 min. 390 min. 490 min. 22
EN ISO 3580-A min. 355 min. 510 min. 22 >47
Example 560 650 31 120 100 PWHT
* PWHT : 620Cx1Hr.
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 55~85 90~130 140~190 180~250 240~300

(A) V- OH 50~80 80~120 110~170 130~200

KISWEL



Covered Electrodes

K-7018A1

For heat-resisting steel (0.5%Mo)

Classifications

EN ISO 3580-A:2008 E Mo B 32 H10 JIS 73223-2010  E4918-1M3
EN ISO 3580-B:2008  E 49 18-1M3 H10
AWS A5.5-2014 E7018-A1

Description

« Covering is low hydrogen, iron powder type for welding of alloys steel of 490MPa minimum yield
point 0.5%Mo steel of pressure pipe, casting and general fabrication of pressure vessel.

« Preheat at 100~200°C and postheat treat at 620~680°C.
« High deposition rate in all positions.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.06 0.49 0.72 0.015 0.01 0.02 0.03 0.53 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20C 0c
AWS Ab5.5 min. 390 min. 490 min. 22
EN ISO 3580-A min. 355 min. 510 min. 22 >47
Example 590 680 28 130 110 PWHT
* PWHT : 620°Cx1Hr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 80~120 130~180 190~240 240~300

(A) V- OH 50~80 70~110 100~160

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

K-8016B1

For heat-resisting steel (0.5%Cr-0.5%Mo)

Classifications

EN ISO 3580-A:2008 E CrMo0.5 B 12 H10 JIS 73223-2010  E5516-CM

EN ISO 3580-B:2008 E 55 16-CM H10
AWS A5.5-2014 E8016-B1

Description

«» Covering is low hydrogen type for welding of 0.5%Cr-0.5%Mo steel used high temperature high
pressure boilers, chemical equipment and oil refining plants.(A335-P2, A213-T2)

« Preheat at 150~250°C and postheat treat at 620~680°C.
« Excellent crack resistance because of low hydrogen contents.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.07 0.51 0.81 0.014 0.01 0.02 0.51 0.49 0.01
Typical mechanical properties of all-weld metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20C -0c
AWS A5.5 min. 460 min. 550 min. 19
EN ISO 3580-A min. 355 min. 510 min. 22 >47
Example 590 670 26 70 50 PWHT
* PWHT : 690°CxTHr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 50~85 90~130 130~180 190~240 250~320

(A) V- OH 40~80 80~120 100~160 130~200

KISWEL



Covered Electrodes

K-8016B2

For heat-resisting steel (1.25%Cr-0.5%Mo)

Classifications

EN ISO 3580-A:2008 E CrMo1 B 12 H10 KS D 7022-2002 DT2316

EN ISO 3580-B:2008  E 55 16-1CM H10 JIS 232232010 E5516-1CM
AWS A5.5-2014 E8016-B2

Description

« Covering is low hydrogen type for welding of 1.25%Cr-0.5%Mo steel used for super-heater tubes,
steam pipes, heaters of boilers for thermoelectric power plant and equipments oil refining industries.

« Preheat at 150~300°C and postheat treat at 680~730°C.

« Excellent crack resistance because of low hydrogen contents.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.06 0.47 0.65 0.014 0.012 0.03 131 0.52 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20C 0c
AWS Ab5.5 min. 460 min. 550 min. 19
EN ISO 3580-A min. 355 min. 510 min. 22 >47
Example 590 670 25 80 65 PWHT
* PWHT : 690°Cx1Hr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 80~120 130~180 180~230 240~300

(A) V- OH 50~80 75~110 100~160

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

K-8018B2

For heat-resisting steel (1.25%Cr-0.5%Mo)

Classifications

EN ISO 3580-A:2008 E CrMo1 B 32 H10 KS D 7022-2002 DT2318

EN ISO 3580-B:2008  E 55 18-1CM H10 JIS 232232010  E5518-1CM
AWS A5.5-2014 E8018-B2

Description

+» Covering is low hydrogen, iron powder type for welding of 1.25%Cr-0.5%Mo steel used for steam
pipes of boilers, oil refining industries, pressure vessels for high temperature service.

« Preheat at 150~300°C and postheat treat at 680~730°C.

+ High deposition rate in all positions.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.06 0.61 0.70 0.014 0.01 0.02 1.32 0.55 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20C 0c
AWS A5.5 min. 460 min. 550 min. 19
EN ISO 3580-A min. 355 min. 510 min. 22 >47
Example 590 670 25 80 65 PWHT
* PWHT : 690°CxTHr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 65~95 90~130 130~190 190~250 250~300

(A) V- OH 60~90 80~120 110~170

Approvals

ABS, DNV-GL, LR, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

K-9016B3

For heat-resisting steel (2.25%Cr-1%Mo)

Classifications

EN ISO 3580-A:2008 E CrMo2 B 12 H10 KS D 7022-2002 DT2416

EN ISO 3580-B:2008  E 62 16-2C1M H10 JIS 232232010 E6216-2C1M
AWS A5.5-2014 E9016-B3

Description

« Covering is low hydrogen type for welding of 2.25%Cr-1%Mo steel used for super-heater tubes, steam
pipes, heaters of boilers for thermoelectric power plant and equipments oil refining industries.

« Preheat at 150~300°C and postheat treat at 680~730°C.

« Excellent crack resistance because of low hydrogen contents.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.08 0.45 0.78 0.016 0.01 0.03 2.37 1.03 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20C 0c
AWS Ab5.5 min. 530 min. 620 min. 17
EN ISO 3580-A min. 400 min. 500 min. 18 >47
Example 620 710 24 55 40 PWHT
* PWHT : 690°Cx1Hr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 350 400 400
Amp. F 60~100 90~130 130~190 190~240

(A) V- OH 60~90 75~115 110~170

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

K-9018B3

For heat-resisting steel (2.25%Cr-1%Mo)

Classifications

EN ISO 3580-A:2008 E CrMo2 B 32 H10 KS D 7022-2002 DT2418

EN ISO 3580-B:2008  E 62 18-2C1M H10 JIS 232232010 E6218-2C1M
AWS A5.5-2014 E9018-B3

Description

« Covering is low hydrogen, iron powder type for all positions welding of 2.25%Cr-1%Mo steel used for
steam pipe of boilers, oil refining industries, pressure vessels for high temperature service.

« Preheat at 150~300°C and postheat treat at 680~730°C.
« High deposition rate in all positions.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.08 0.50 0.77 0.018 0.01 0.03 2.25 1.02 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20C 0c
AWS A5.5 min. 530 min. 620 min. 17
EN SO 3580-A min. 400 min. 500 min. 18 >47
Example 680 750 21 50 35 PWHT
* PWHT : 690°CxTHr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 350 400 400
Amp. F 60~100 90~130 140~190 190~250

(A) V- OH 60~90 80~120 110~170

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

K-8015B6

For heat-resisting steel (5%Cr-0.5%Mo)

Classifications

EN ISO 3580-A:2008 E CrMo5 B 22 H10 KS D 7022-2002 DT2516

EN ISO 3580-B:2008  E 55 15-5CM H10 JIS 232232010 E5515-5CM
AWS A5.5-2014 E8015-B6

Description

« Covering is low hydrogen type for welding of 5%Cr-0.5%Mo steel used in oil refining and chemical
industries, heat treated high tensile strength steel for aircraft part such as SAE 4130.

« Preheat at 250~350°C and postheat treat at 750~850°C.

« Excellent crack resistance because of low hydrogen contents.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v

0.08 0.35 0.84 0.017 0.012 0.04 5.25 0.55 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20 0c
AWS Ab5.5 min. 460 min. 550 min. 19
EN ISO 3580-A min. 400 min. 500 min. 17 >47
Example 670 720 23 60 50 PWHT
* PWHT : 740 Cx1Hr.
Sizes available and recommended currents (DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 50~90 75~115 120~160 160~210 210~260

(A) V- OH 50~80 70~110 90~130

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

K-8016B6

For heat-resisting steel (5%Cr-0.5%Mo)

Classifications

EN ISO 3580-A:2008 E CrMo5 B 12 H10 KS D 7022-2002 DT2516

EN ISO 3580-B:2008 E 55 16-5CM H10 JIS 232232010 E5516-5CM
AWS A5.5-2014 E8016-B6

Description

« Covering is low hydrogen type for welding of 5%Cr-0.5%Mo steel used in oil refining and chemical
industries, heat treated high tensile strength steel for aircraft part such as SAE 4130.

« Preheat at 250~350°C and postheat treat at 750~850°C.

« Excellent crack resistance because of low hydrogen contents.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.06 0.43 0.57 0.018 0.012 0.04 4.98 0.51 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20C 0c
AWS A5.5 min. 460 min. 550 min. 19
EN IS0 3580-A min. 400 min. 500 min. 17 >47
Example 680 740 22 55 45 PWHT
* PWHT : 740°Cx1Hr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 5.0
Length (mm) 350 350 400 400 400
Amp. F 50~90 80~120 120~160 160~210 210~260

(A) V- OH 50~80 70~110 90~130

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

K-8015B8

For heat-resisting steel (9%Cr-1%Mo)

Classifications

EN ISO 3580-B:2008 B E 62 15-9C1M H10 KS D 7022-2002 DT2616
AWS A5,5-2014 E8015-B8 JIS 232232010 E5515-9C1M
Description

« Covering is low hydrogen type for welding of super-heater tubes of high temperature and high
pressure boilers, heater tubes of oil refining equipments.

« Preheat at 250~350°C and postheat treat at 750~850°C because of high self-hardening property of the
deposited weld metal.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v
0.08 0.45 0.88 0.018 0.01 0.03 8.86 0.95 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20°C 0c
AWS A5.5 min. 460 min. 550 min. 19
EN ISO 3580-B min. 530 min. 620 min. 15
Example 670 760 22 45 40 PWHT

* PWHT : 740°Cx1Hr.

Sizes available and recommended currents (DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 60~90 80~120 120~160 160~220 210~260
(A) V- OH 50~60 70~110 90~150

KISWEL



Covered Electrodes

K-8016B8

For heat-resisting steel (9%Cr-1%Mo)

Classifications

EN ISO 3580-B:2008 B E 62 16-9C1M H10
AWS A5.5-2014 E8016-B8

Description

KS D 7022-2002 DT2616
JIS 73223-2010  E5516-9C1M

+ Covering is low hydrogen type for welding of super-heater tubes of high temperature and high

pressure boilers, heater tubes of oil refining equipments.

« Preheat at 250~350°C and postheat treat at 750~850°C because of high self-hardening property of the

deposited weld metal.
+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo v
0.08 0.74 0.98 0.020 0.013 0.03 8.48 0.90 0.01
Typical mechanical properties of all-weld metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20C 0c
AWS A5.5 min. 460 min. 550 min. 19
EN ISO 3580-B min. 530 min. 620 min. 15
Example 690 780 21 50 45 PWHT
* PWHT : 740°Cx1Hr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 55~90 80~120 120~160 160~220 210~260

(A) V-OH 50~80 70~110 90~150

KISWEL



Covered Electrodes

K-9015B9

For heat-resisting steel (9%Cr-1%Mo-Nb-V)

Classifications

EN ISO 3580-A:2008 E CrMo91 B 42 H5 JIS 73223-2010  E6215-9C1MV
EN ISO 3580-B:2008 E 62 15-9C1MV H5
AWS A5.5-2014 E9015-B91 H4R

Description

« Covering is low hydrogen type for welding of 9%Cr-1%Mo-Nb-V steel used in oil refining and chemical
industries, heat treated high tensile strength steel for P91.

« Preheat at 250~350°C and postheat treat at 720~770°C.
« Excellent crack resistance because of low hydrogen contents.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo v Nb

0.09 0.27 0.62 0.01 0.01 0.28 8.92 1.08 0.22 0.08

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20 0c
AWS Ab5.5 min. 530 min. 620 min. 17
EN ISO 3580-A min. 415 min. 585 min. 17 >47
Example 680 760 21 60 40 PWHT
* PWHT : 760 Cx2Hr.
Sizes available and recommended currents (DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 50~90 75~115 120~160 160~210 210~260

(A) V- OH 50~80 70~110 90~130

KISWEL



Covered Electrodes

K-9015B9W

For heat-resisting steel (9%Cr-0.5%Mo-Nb-W)

Classifications

AWS A5.5-2014  E9015-B92 H4R
JIS 73223-2010 E6215-G

Description

« Covering is low hydrogen type for welding of 9%Cr-0.5%Mo-Nb-W steel used in oil refining and
chemical industries, heat treated high tensile strength steel for P92.

« Preheat at 250~350°C and postheat treat at 720~770°C.

« Excellent crack resistance because of low hydrogen contents.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo w Nb

0.1 0.27 0.62 0.01 0.01 0.26 8.93 0.51 172 0.05

Typical mechanical properties of all-weld metal

v.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20 0c
AWS A5.5 min. 530 min. 620 min. 17
Example 670 780 20 50 35 PWHT
* PWHT : 760 Cx2Hr.
Sizes available and recommended currents (DC+)
Dia. (mm) 2.6 3.2 4.0 5.0 6.0
Length (mm) 350 350 400 400 450
Amp. F 50~90 75~115 120~160 160~210 210~260

(A) V- OH 50~80 70~110 90~130

KISWEL



KM-100

For hardfacing (Hv 250)

Classifications

EN 14700:2005 EFe1
KS D 7035-2002  DF2A-250-R
JIS Z3251-2000 DF2A-250-R

Description

« Covering is high titania type for hardfacing of shafts, tires, gears, crane wheels, etc.
« Easy slag removal.

« Beautiful, smooth bead appearaqgnce.

+ Extremely machinable the deposited weld metal.

« Preheat at 150~200°C only for low alloy steel and high carbon steel.

« Redry the electrode at 70~100°C for 30~60 minutes prior to use.

Welding positions

g v

Typical chemical composition of all-weld metal (5%)

C Si Mn P S Ni Cr Mo w
0.1 0.42 0.98 0.016 0.013 0.02 0.03 0.01 0.01

Typical mechanical properties of all-weld metal

Conditions . . As welded
Continuous surfacing  Interpass temperature max.100°c
HV 225~240 245~265
HRC 16~20 21~25
HS 33~34 35~38

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 32 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. (A) F 80~120 140~170 170~210 200~250

KISWEL



KM-250

For hardfacing (Hv 250)

Classifications

EN 14700:2005 EFe1
KS D 7035-2002  DF2A-250-B
JIS Z3251-2000 DF2A-250-B

Description

« Covering is low hydrogen type for hardfacing and repairing of worn parts such as shafts, gears,
wheels, etc.

« Stable arc, smooth bead appearance and easy slag removal.

« High abrasion resistance and impact resistance.

« Good machinable the deposited weld metal.

« Preheat at 150~200°C only for multilayer welding of low alloy steell and high carbon steel.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo W
0.18 0.69 2.28 0.013 0.009 0.02 0.03 0.01 0.01

Typical mechanical properties of all-weld metal

Conditions As welded ) !-Ieat treated .
Interpass temp. 150°C 900°C oil quenching 650°C stress relief
HV 278 395 250
HRC 26.8 40.3 222
HS 39 54 36

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. (A) F 90~130 140~180 180~240 220~300

KISWEL



KM-300R

For hardfacing (Hv 300)

Classifications

KS D 7035-2002  DF2A-300-R
JIS Z3251-2000 DF2A-300-R

Description

« Covering is high titania type for hardfacing of shaft, roller, spindle, crane wheel, etc.
« Excellent slag removal and smooth bead appearance.

» Good machinable the deposited weld metal.

+ Preheat at 150°C only for multilayer welding of low alloy steell and high carbon steel.
+ Redry the electrode at 70~100°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo W
0.20 0.28 0.30 0.025 0.022 0.03 2.40 0.01 0.01

Typical mechanical properties of all-weld metal

Conditions As welded ) !-Ieat treated .
Interpass temp. 150°C 900°C oil quenching 650°C stress relief
HV 308 420 285
HRC 30.8 42.7 278
HS 43 57 )

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. (A) F 80~130 140~180 170~240 240~300

KISWEL



KM-300

For hardfacing (Hv 300)

Classifications

EN 14700:2005 EFe1
KS D 7035-2002  DF2A-300-B
JIS 73251-2000 DF2A-300-B

Description

» Covering is low hydrogen type for hardfacing of shafts, roller, spindle, crane wheel, etc.
« Good usability.

« High abrasion resistance and impact resistance.

» Good machinable the deposited weld metal.

« Preheat at 150°C only for multilayer welding of low alloy steell and high carbon steel.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo W
0.20 0.60 1.48 0.018 0.01 0.02 0.70 0.01 0.01

Typical mechanical properties of all-weld metal

Conditions As welded ) !-Ieat treated .
Interpass temp. 150°C 900°C oil quenching 650°C stress relief
HV 308 408 280
HRC 30.8 416 271
HS 43 56 40

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. (A) F 80~130 140~180 170~240 240~300

KISWEL



KM-100C

For hardfacing (Hv 350)

Classifications

EN 14700:2005 EFe1
KS D 7035-2002  DF2A-350-R
JIS 7 3251-2000 DF2A-350-R

Description

+ Covering is high titania type for hardfacing of shaft and clutch lugs, etc.

« Easy slag removal and smooth bead appearance.

» Extremely machinable the deposited weld metal.

« Preheat at 150°C and over only for cast steel, low alloy steell and high carbon steel.
+ Redry the electrode at 70~100°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo W
0.19 0.44 0.74 0.015 0.01 0.02 2.60 0.01 0.01

Typical mechanical properties of all-weld metal

Conditions As welded ) !-Ieat treated .
Interpass temp. 150°C 900°C oil quenching 650°C stress relief
HV 350 435 300
HRC 355 441 29.8
HS 48 59 2

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. (A) F 90~120 140~170 190~230 220~280

KISWEL



KM-350

For hardfacing (Hv 350)

Classifications

KS D 7035-2002  DF2B-350-B
JIS 73251-2000 DF2B-350-B

Description

« Covering is low hydrogen type for hardfacing of fans, upper rollers, shafts and sprockets.
» Machining is possible in general.

» Hardness increases by quenching after machining.

« Suitable for intermetallic abrasion and moderate impact abrasion.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo W
0.36 0.65 0.74 0.014 0.01 0.02 2.00 0.01 0.01

Typical mechanical properties of all-weld metal

Conditions As welded ) !-Ieat treated .
Interpass temp. 150°C 900°C oil quenching 650°C stress relief
HV 356 440 300
HRC 36.1 445 29.8
HS 49 59 )

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. (A) F 90~130 140~180 190~240 220~300

KISWEL



KM-350R

For hardfacing (Hv 350)

Classifications

KS D 7035-2002  DF2A-350-R
JIS Z3251-2000 DF2A-350-R

Description

+ Covering is high titania type for hardfacing of shaft and clutch lugs, etc.
» Machining is possible in general.

« Hardness increases by quenching after machining.

« Suitable for intermetallic abrasion and moderate impact abrasion.

« Redry the electrode at 70~100°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo W
0.12 0.92 1.40 0.021 0.004 0.014 2.74 0.01 0.01

Typical mechanical properties of all-weld metal

Conditions As welded ) !-Ieat treated .
Interpass temp. 150°C 900°C oil quenching 650°C stress relief
HV 356 420 310
HRC 37 43 3
HS 50 57 3

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. (A) F 90~130 140~180 190~240 220~300

KISWEL



KIV-500

For hardfacing (Hv 450)

Classifications

KS D 7035-2002  DF2B-450-B
JIS 73251-2000 DF2B-450-B

Description

« Covering is low hydrogen type for hardfacing of idlers, rollers, bulldozer blades, sprockets, caterpillar
links, crushers, dipper teeth and conveyors, etc.

+ The deposited weld metal has typical martensite structure and high grade of hardness and ductility as
welded.

» Machining is impossible as welded.
* Preheat at 150°C and over in general.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo W
0.38 0.84 1.56 0.014 0.01 0.02 2.52 0.03 0.01

Typical mechanical properties of all-weld metal

Conditions As welded Hea treated (furnace cooling)
Interpass temp. 150°C Interpass temp. 300C 550°CX6HTr. 625°CX6HTr.
HV 452 408 443 348
HRC 455 416 44.8 35.8
HS 60 56 59 48

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. (A) F 80~120 130~170 170~230 220~280

KISWEL



KM-700

For hardfacing (Hv 700)

Classifications

KS D 7035-2002  DF2B-700-B
JIS Z3251-2000 DF2B-700-B

Description

« Covering is low hydrogen type for hardfacing of cutter knives, dredger and mixer.

» The deposited weld metal has martensite structure.

« In the case of multilayer build-up welding base plates of hardening properties, under-laying with low
hydrogen type carbon steel electrode.

« Preheat at 150°C and over in general.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo W
0.48 1.42 1.36 0.015 0.012 0.03 3.65 0.02 0.01

Typical mechanical properties of all-weld metal

Conditions As welded Heat treated_
Interpass temp. 200C__ Interpass temp. 300°C 600°C stress relief
HV 688 690 535
HRC 59.6 59.7 54.4

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. (A) F 90~130 140~170 190~240 220~300

KISWEL



KM-700R

For hardfacing (Hv 700)

Classifications

KS D 7035-2002  DF3B-700-R
JIS Z3251-2000 DF3B-700-R

Description

« Covering is high titania type for hardfacing of cutter knives, dredger and mixer.
» The deposited weld metal has martensite structure.

« In the case of multilayer build-up welding base plates of hardening properties, under-laying with

low hydrogen type carbon steel electrode.
« Preheat at 150°C and over in general.
* Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo W
0.30 0.78 0.52 0.019 0.008 0.04 7.09 1.87 0.03
Typical mechanical properties of all-weld metal
Conditions As welded Heat treated
Interpass temp. 200C  Interpass temp. 300°C 600°C stress relief
HV 720 697 615
HRC 61 60 56
HS 83 81 75
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. (A) F 90~130 140~170 190~240 220~300

KISWEL



KSB-2

For hardfacing (High Cr, Hv 600)

Classifications

KS D 7035-2002  DF3B-600-BR
JIS Z3251-2000 DF3B-600-BR

Description

« Covering is lime titania type for hardfacing of dies, clutch cams and metal mould.

« Excellent working efficiency.

« Excellent slag removal and restriking properties.

« Excellent heat-resisting, crack-resisting, wear-resisting and impact-resisting properties.

« In the case of multilayer build-up welding base plates of hardening properties, under-laying with low
hydrogen type carbon steel electrode.

* Redry the electrode at 70~120°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr \ w
0.50 0.09 0.52 0.021 0.012 0.04 6.1 0.4 18

Typical mechanical properties of all-weld metal

As welded
Conditions . . Interpass temp. Preheating 200°C,
Continuous surfacing s . .
max.100C Continuous surfacing
HV 570 650 580
HRC 53.6 57.8 54.1
HS 7 78 72

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0
Length (mm) 350 400 400
Amp. (A) F 80~100 120~150 160~200

KISWEL



KIVI-800

For hardfacing (Hv 700)

Classifications

KS D 7035-2002  DF3C-700-B
JIS Z3251-2000 DF3C-700-B

Description

+ Covering is low hydrogen type for hardfacing of impellers, pump casings.
» The deposited weld metal has an extremely hard martensite structure.

» Machining is impossible as welded.

+ Preheat at 200°C and over.

« Postheat treat at about 600°C immediately after welding.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo W
0.47 1.45 1.51 0.017 0.012 0.03 4.1 0.02 0.01

Typical mechanical properties of all-weld metal

Conditions As welded Heat treated_
Interpass temp. 150°C _Interpass temp. 200°C 600°C stress relief
HV 723 810 535
HRC 61.1 64.4 514

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. (A) F 90~130 140~170 190~240 220~300

KISWEL



KM-800D

For Cement industry

Classifications
DIN 8555  E6-UM-60

Description

« Covering is low hydrogen type for hardfacing of impellers, pump casings.
» The deposited weld metal has an extremely hard martensite structure.

» Machining is impossible as welded.

+ Preheat at 200°C and over.

« Postheat treat at about 600°C immediately after welding.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Cr Ni Mo
0.56 1.93 0.36 0.01 0.004 10.32 0.05 0.02

Typical mechanical properties of all-weld metal

Conditions As welded
Interpass temp. 150°c_Interpass temp. 200
v 702 760
HRC 60.2 62.8

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 32 4.0 5.0
Length (mm) 350 400 400
Amp. (A) F 90~130 140~170 190~240

KISWEL



KM-11Cr

For hardfacing (Hign Cr, Hv 500)

Classifications

KS D 7035-2002  DF4B-500-B
JIS Z3251-2000 DF4B-500-B

Description

« Covering is low hydrogen type for hardfacing of cold or hot shearer blade, liner pump casing

generator water turbine, liner dredger.
+ The deposited weld metal has the microstructure of martensite.

« Abrasion resisting properties is good at elevated temperature, so it is used for repairing of hot tool.
« Preheating is not necessary in general, but preheat at 150 and over only for high carbon steels and

low alloy steels.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo W
0.40 1.28 0.46 0.025 0.010 0.35 1.2 1.40 0.01
Typical mechanical properties of all-weld metal
. As welded
Conditions Interpass temp. 150C
HV 540
HRC 51.7
HS 69
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 3.2 4.0 5.0
Length (mm) 350 400 400
Amp. (A) F 90~110 110~150 150~200

KISWEL



KM-900

For hardfacing (Hv 700)

Classifications

KS D 7035-2002  DFMA-250-B
JIS Z3251-2000 DFMA-250-B

Description

« Covering is high titania type for hardfacing of crushers, high manganese rails, buckets, bulldozer parts
and build-upof parts subject to serene impact and abrasion.

+ The deposited weld metal has austenite structure.

« Extremely ductile deposited weld metal.

» When the base metal of 13% Mn steel is hardened, cut off the hardened zone before welding.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo W
0.52 0.30 12.10 0.018 0.012 0.02 0.10 0.20 0.01

Typical mechanical properties of all-weld metal

Conditions Interpézsv‘fr:ﬁ;(.iﬁ()t Work hardenability
HV 225 510
HRC 16.9 49.8
HS 33 66.5

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0 6.0
Length (mm) 350 400 400 450
Amp. (A) F 90~130 140~180 190~240 220~300

KISWEL



KM-650

For Cement industry

Classifications
DIN 8555  E10-UM-60

Description

« Hardfacing of cutter knives, shovel teeth, cutter for coal, concrete cutters and earth drills.

« The deposited weld metal is harder than other kinds of deposited weld metal.
« Extremely excellent heavy soil abrasion resistance.

+ The deposited weld metal has Cr-carbide alloy.

» Machining is impossible.

« Preheat at 200°C and high over.

+ Postheat treat at about 600°C immediately after welding.

+ Redry the electrode at 70~120°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

c Si Mn P S Cr Ni Mo
3.10 0.89 1.90 0.013 0.002 30.55 0.01 0.01
Typical mechanical properties of all-weld metal
Conditions As welded
Interpass temp. 150C  Interpass temp. 200°C
HV 735 790
HRC 617 63.5
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 3.2 4.0 5.0
Length (mm) 350 400 400
Amp. (A) F 120~150 160~200 220~260

KISWEL



KV-680

For Cement industry

Classifications
DIN 8555  E10-UM-65

Description

Hardfacing of cutter knives, shovel teeth, cutter for coal, concrete cutters and earth drills.
The deposited weld metal is harder than other kinds of deposited weld metal.

Extremely excellent heavy soil abrasion resistance.

The deposited weld metal has Cr-carbide alloy.

Machining is impossible.

Preheat at 200°C and high over.

Postheat treat at about 600°C immediately after welding.

Redry the electrode at 70~120°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (5%)
c Si Mn P s cr Ni

4.20 0.46 2.60 0.010 0.010 324 0.01

Typical mechanical properties of all-weld metal

Conditions As welded
Interpass temp. 1560C  Interpass temp. 200°C
HV 786 841
HRC 63.5 65.6
HS 87 91

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0
Length (mm) 350 400 400
Amp. (A) F 160~190 180~220 210~250

KISWEL



KM-1000

For hardfacing (Hv 800)

Classifications

KS D 7035-2002 DFWA-700-S
JIS Z3251-2000 DFWA-700-S

Description

Hardfacing of cutter knives, shovel teeth, cutter for coal, concrete cutters and earth drills.
The deposited weld metal is harder than other kinds of deposited weld metal.

Extremely excellent heavy soil abrasion resistance.

The deposited weld metal has tungsten carbide alloy.

Machining is impossible.

Preheat at 300°C and high over.

Postheat treat at about 600°C immediately after welding.

Redry the electrode at 70~120°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo w
2.98 0.60 1.88 0.022 0.014 0.04 0.02 0.01 48.0

Typical mechanical properties of all-weld metal

Conditions As welded
Interpass temp. max. 350C
HV 820
HRC 64.7
HS 90

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0
Length (mm) 350 400 400
Amp. (A) F 90~130 120~180 170~230

KISWEL



KQD-600

For hardfacing (High Cr&W, Hv 600)

Description

« Covering is low hydrogen type for hardfacing of press mould, forged metal mould, tool steel and

hardened part by quenching.
« The microstructure of deposited weld metal has martensite.

« Excellent impact-resisting and wear-resisting properties at high temperature as well as room

temperature.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (5%)

C Si Mn P S Ni Cr Mo w
0.30 0.36 0.3 0.035 0.009 0.45 9.4 13 12.1
Typical mechanical properties of all-weld metal
Conditions As welded
Continuous surfacing Interpass temp. max. 100C
HV 580~620 590~610
HRC 54~56 55~56
HS 70~75 73~75
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 3.2 4.0 5.0
Length (mm) 350 400 400
Amp. (A) F 70~90 100~120 130~170

KISWEL



KM-13CrM

For hardfacing (High Cr, Hv 300)

Description

« Covering is lime titania type for hardfacing of hot roller dies, tong punch and hot cutting knife, etc.
» The deposited weld metal has the microstructure of a fine carbide precipitation in austenite matrix.
+ The high temperature hardness over 600°C is high, so it has execllent abrasion-resistance.

» Machining is possible in general.

» Good bead appearance and restriking properties, preheating is not necessary in general, but preheat

at 150°C and over only for high carbon steels and low alloy steels.
« Redry the electrode at 70~120°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo w
0.30 0.48 12.4 0.016 0.014 0.02 1.8 15 18
Typical mechanical properties of all-weld metal
Conditions As welded
HV 310
HRC 31
HS 43
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 4.0 5.0
Length (mm) 400 400
Amp. (A) F 140~170 190~230

KISWEL



KBH-2

For hardfacing (High Cr, Hv 300)

Description

« Hardfacing of roller and shear used at elevated temperature, ingot tongs and forged metal mould.
» The deposited weld metal has the microstructure of carbide precipitation in the austenite matrix.
+ Preheat at about 150°C and maintain the interpass tepmerature above 150°C for multilayer welding of

low alloy steels and high carbon steel.
+ Redry the electrode at 70~120°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo w
0.29 0.15 1.25 0.015 0.012 8.2 16.4 45 54
Typical mechanical properties of all-weld metal
Conditions As welded
Continuous surfacing Interpass temp. max. 150°C
HV 250 320
HRC 222 322
HS 36 45
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 3.2 4.0 5.0
Length (mm) 350 400 400
Amp. (A) F 100~120 120~150 150~180

KISWEL



KOSPEL-600H

For hardfacing (Hv 600)

Description

« Covering is low hydrogen type for hardfacing of metal mould, thermal cutting off machine, forging
moule, dotting punch, compression tap, impact tap and axis of rotation.

« The microstructure of deposited weld metal has mertensite.

« Preheat at 200~300°C and postheat treat at 500~600°C, if possible.

« Keep up interpass temperature same as preheating temperature, if possible.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr \ w
0.25 0.59 0.95 0.018 0.013 0.02 25 1.0 4.2

Typical mechanical properties of all-weld metal

As welded Heat treated (Air cooling)
Conditions - Continuous . Preheatand a5y o 65010 X 2Hr 650 X 2Hr  780°C X 2Hr
surfacing interpass temp. 150°C
HV 520~570 560~600 570~620 640~690 530~580 280~320
HRC 51~54 53~55 54~56 57~60 51~54 27~32
HS 67~71 71~74 71~75 77~81 67~72 40~45

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 400 400 400
Amp. (A) F 90~130 100~150 120~170 150~200

KISWEL



KOSPEL-800R

For hardfacing (Hv 800)

Description

« Covering is lime titania type for hardfacing of conveyor screw, caterpillar, crusher and dredger teeth.
« Excellent friction and impact abrasion resisting properties.

+ Preheat at 200°C and postheat treat at 500~600°C.

« Redry the electrode at 70~120°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (5%)

C Si Mn P S Ni Cr \ Mo
0.38 0.42 0.32 0.025 0.015 0.04 5.5 0.8 25

Typical mechanical properties of all-weld metal

As welded
Conditions Continuous surfacing Preheat and interpass
tem. max 300C
HV 760~820 700~750
HRC 63~65 60~62
HS 86~90 81~85

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 350 400 400
Amp. (A) F 80~140 90~160 120~180 140~200

KISWEL



Covered Electrodes

KST-307-15

For stainless steel (19%Cr-9%Ni-5%Mn)

Classifications

AWS A5.4-2014  E307-15
KS D 7014-2008  E307-15
JIS 73221-2008  ES307-15

Description

» Welding of dissimilar steel such as austenitic manganese steel to carbon steel forgings.
Joining workhardenable steels, armour plate, austenitic manganese steels, and heat-resisting steels
for temperatures up to 350°C and dissimilar metals. Hardfacing of hot working tools, stainless valve
steels and carbon steel items that must possess abrasion resistance in cold working.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

o Si Mn P S Ni Cr Mo Cu
0.06 0.78 4.68 0.028 0.012 9.30 18.50 0.60 0.30
Typical mechanical properties of all-weld metal
Y5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 590 min. 30
JIS 23221 min. 590 min. 25
Example 470 650 48 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 55~80 80~120 110~150 140~180
(A) V- OH 45~60 70~90 90~130

KISWEL



Covered Electrodes

KST-308-15

For stainless steel (18%Cr-8%Ni)

Classifications

EN IS0 3581-A:2016 E199B 22 KS D 7014-2008  E308-15
EN ISO 3581-B:2016  ES308-15 JIS Z3221-2013  ES308-15
AWS A5.4-2014 E308-15

Description

« Covering is lime type for welding of 18%Cr-8%Ni stainless steel. (AISI 301, 302, 304, 308)
« Easy welding performance without hardening brittleness because of austenitic structure of the
deposited weld metal.

» Good heat resistance and corrosion resistance.
« Redry the electrode at 250~350°C for 30~60 minutes prior to use.
Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo Cu

0.06 0.38 1.54 0.025 0.016 9.60 20.50 0.21 0.30

Typical mechanical properties of all-weld metal

%5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 35
EN ISO 3581-A min. 350 min. 550 min. 30
Example 480 600 38 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~50 50~80 80~110 110~150 140~180

(A) V- OH 35~45 40~60 70~100 90~130

KISWEL



Covered Electrodes

KST-308

For stainless steel (18%Cr-8%Ni)

Classifications

EN IS0 3581-A:2016  E 199 R 12 KS D 7014-2008  E308-16
EN ISO 3581-B:2016  ES308-16 JIS Z3221-2013  ES308-16
AWS A5.4-2014 E308-16

Description

« Covering is lime titania type for welding of 18%Cr-8%Ni stainless steel. (AISI 301, 302, 304, 308)

« Easy welding performance without hardening brittleness because of austenitic structure of the
deposited weld metal.

» Good heat resistance and corrosion resistance.
« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu

0.05 0.78 1.22 0.024 0.018 9.31 19.33 0.21 0.30

Typical mechanical properties of all-weld metal

Y5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 35
EN ISO 3581-A min. 350 min. 550 min. 30
Example 470 620 45 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~50 50~80 80~110 110~150 140~180

(A) V- OH 35~45 40~60 70~100 90~130

Approvals

ABS, BV, DNV-GL, KR, CWB
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

KST-308L-15

For stainless steel (Low C, 18%Cr-8%Ni)

Classifications

EN IS0 3581-A:2016 E199LB22 KS D 7014-2008  E308L-15
EN IS0 3581-B:2016  ES308L-15 JIS 23221-2013  ES308L-15
AWS A5.4-2014 E308L-15

Description

« Covering is lime type for welding of 18%Cr-8%Ni stainless steel. (AISI 301, 302, 304, 308)
« Excellent welding dfficicncy because of high deposition rate.

» Remove water, rust, oil and all foreign matters from the groove prior to welding.

« Preheating is not necessary in general.

« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo Cu FN

0.03 0.41 1.67 0.022 0.015 9.71 20.02 0.21 0.30 10.7
*FN : WRC 1992

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20c -196°C
AWS A5.4 min. 520 min. 35
ENISO 3581-A min. 320 min. 510 min. 30
Example 430 590 44 65 25 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~50 55~80 90~130 110~150 140~180

(A) V- OH 35~45 40~60 70~90 90~130

KISWEL



Covered Electrodes

KST-308LB

For stainless steel (Low C, 18%Cr-8%Ni)

Classifications

EN IS0 3581-A:2016 E199LB22 KS D 7014-2008  E308L-15
EN IS0 3581-B:2016  ES308L-15 JIS 23221-2013  ES308L-15
AWS A5.4-2014 E308L-15

Description

« Covering is lime type for welding of 18%Cr-8%Ni stainless steel. (AISI 301, 302, 304, 308)
« Excellent welding dfficicncy because of high deposition rate.

» Remove water, rust, oil and all foreign matters from the groove prior to welding.

« Preheating is not necessary in general.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu FN
0.03 0.70 1.76 0.024 0.004 10.06 18.86 0.10 0.30 4.9

*FN © WRC 1992

Typical mechanical properties of all-weld metal

v.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20c -196°C
AWS A5.4 min. 520 min. 35
EN ISO 3581-A min. 320 min. 510 min. 30
Example 410 590 44 65 34(0.42) AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.6 3.2 4.0
Length (mm) 300 350 350
Amp. F 55~80 90~130 110~150
(A) V-OH 40~60 70~90 90~130

KISWEL



Covered Electrodes

KST-308L

For stainless steel (Low C, 18%Cr-8%Ni)

Classifications

EN IS0 3581-A:2016 E199LR 12 KS D 7014-2008  E308L-16
EN IS0 3581-B:2016  ES308L-16 JIS 23221-2013  ES308L-16
AWS A5.4-2014 E308L-16

Description

« Covering is lime titania type for welding of 18%Cr-8%Ni stainless steel. (AISI 301, 302, 304, 308)
« Excellent welding dfficicncy because of high deposition rate.

» Remove water, rust, oil and all foreign matters from the groove prior to welding.

« Preheating is not necessary in general.

« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo Cu FN

0.03 0.73 0.65 0.028 0.012 10.07 18.86 0.21 0.30 5.3
*FN : WRC 1992

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20c -196°C
AWS A5.4 min. 520 min. 35
ENISO 3581-A min. 320 min. 510 min. 30
Example 430 600 44 65 25 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~50 55~80 90~130 110~150 140~180

(A) V- OH 35~45 40~60 70~90 90~130

Approvals

ABS, BV, DNV-GL, LR, CWB, TUV, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
KISWEL



Covered Electrodes

KST-308L-17

For stainless steel (Low C, 18%Cr-8%Ni)

Classifications
EN1SO 3581-A:2016 E199LR 12 KS D 7014-2008  E308L:-16
EN ISO 3581-B:2016  ES308L-17 JIS 7 3221-2013  ES308L-17

AWS A5.4-02014 E308L-17

Description

« Covering is lime titania type for welding of 18%Cr-8%Ni stainless steel. (AISI 301, 302, 304, 308)
« Excellent welding dfficiency because of high deposition rate.

» Remove water, rust, oil and all foreign matters from the groove prior to welding.

+ Good usability with direct current applications.

« Preheating is not necessary in general.

« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

i Y 5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu FN
0.03 0.73 0.65 0.028 0.012 9.82 18.95 0.21 0.30 6.4

*FN : WRC 1992

Typical mechanical properties of all-weld metal

v.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -196°C
AWS A5.4 min. 520 min. 35
EN ISO 3581-A min. 320 min. 510 min. 30
Example 440 590 46 70 25 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~50 55~80 90~130 110~150 140~180

(A) V- OH 35~45 40~60 70~90 90~130

KISWEL



Covered Electrodes

KST-308H

For stainless steel (High C, 18%Cr-8%Ni)

Classifications

EN SO 3581-A:2016 E199HR 12 JIS 73221-2013  ES308H-16
EN SO 3581-B:2016  ES308H-16
AWS A5.4-2014 E308H-16

Description

« Covering is lime titania type for welding of 18%Cr-8%Ni stainless steel and it is recommended to be
use for high temperature(about 600°C) service. (STS 304H, 307H)

« Excellent creep resistance at elevated temperature.

» Good heat resistance and corrosion resistance.

« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo Cu

0.06 0.75 0.85 0.025 0.016 9.37 19.62 0.23 0.31

Typical mechanical properties of all-weld metal

%5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 35
EN ISO 3581-A min. 350 min. 550 min. 30
Example 480 600 38 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 50~80 70~110 110~150 140~180

(A) V- OH 40~70 60~90 90~130

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

KST-308H-17

For stainless steel(18%Cr-8%Ni)

Classifications

ENISO 3581-A:2012 E199HR12 JIS 73221-2013  ES308H-17
ENISO 3581-B:2012  ES308H-17
AWS A5.4-2012 E308H-17

Description

« Covering is lime titania type for welding of 18%Cr-8%Ni stainless steel and it is recommended to be
use for high temperature(about 600°C) service. (STS 304H, 307H)

« Excellent creep resistance at elevated temperature.
» Good heat resistance and corrosion resistance.
« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu
0.06 0.67 0.75 0.03 0.02 9.92 19.07 0.05 0.30

Typical mechanical properties of all-weld metal

Y5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 35
EN ISO 3581-A min. 350 min. 550 min. 30
Example 500 640 42 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 50~80 80~110 110~150 140~180

(A) V- OH 40~60 70~100 90~130

KISWEL



Covered Electrodes

KST-308Mo

For stainless steel (18%Cr-8%Ni-2.5%Mo)

Classifications

EN IS0 3581-A:2016  E 2010 3R 12 KS D 7014-2008  E308Mo-16
EN ISO 3581-B:2016  ES308Mo-16 JIS 23221-2013  ES308Mo-16
AWS A5.4-2014 E308Mo-16

Description

« Covering is lime titania type for butt and fillet welding of ASTM CF8M stainless steel castings.
Used for welding wrought materials such asType 316L stainless when increased ferrite is desired.

+ Good heat resistance and corrosion resistance.

« Welds are carefully cleaned using a stainless steel wire brush.

« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo Cu

0.05 0.36 1.42 0.024 0.016 9.42 19.87 2.10 0.30

Typical mechanical properties of all-weld metal

%5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 35
EN ISO 3581-A min. 400 min. 620 min. 20
Example 580 700 20 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 55~80 70~110 110~150 140~180

(A) V-0OH 40~70 60~90 90~130

KISWEL



Covered Electrodes

KST-309-15

For stainless steel (Dissimilar joint welding)

Classifications

AWS A5.4-2014  E309-15
KS D 7014-2008  E309-15
JIS 73221-2013  ES309-15

Description

«» Covering is lime type for welding of 22%Cr-12%Ni stainless steel and heat-resisting castings, clad side
of type 304 clad steels.

+ As the deposited weld metal contains ferrite in austenitic structure, its crack resistance is good.
» Good heat resistance and corrosion resistance.
« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu

0.05 0.36 1.83 0.029 0.01 13.31 24.52 0.21 0.31

Typical mechanical properties of all-weld metal

Y5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 30
JISZ 3221 min. 550 min. 25
Example 450 590 40 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~50 50~80 80~110 110~150 140~180

(A) V- OH 35~45 45~60 70~90 90~130

KISWEL



Covered Electrodes

KST-309

For stainless steel (Dissimilar joint welding)

Classifications

AWS A5.4-2014  E309-16
KS D 7014-2008  E309-16
JIS 73221-2013  ES309-16

Description

+ Covering is lime titania type for welding of 22%Cr-12%Ni stainless steel and heat-resisting castings,
clad side of type 304 clad steels. Welding of dissimilar steels such as Cr-Mo steel or carbon steel to
stainless steel.

« As the deposited weld metal contains ferrite in austenitic structure, its crack resistance is good.
» Good heat resistance and corrosion resistance.
+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

g a5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu

0.06 0.72 1.36 0.028 0.012 12.61 23.63 0.20 0.30

Typical mechanical properties of all-weld metal

.S 1S El. Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 30
JIS 23221 min. 550 min. 25
Example 490 610 38 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~50 50~80 80~110 110~150 140~180

(A) V- OH 35~45 45~60 70~90 90~130

Approvals

ABS, BV, DNV-GL, KR, LR, CWB
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

KST-309L-15

For stainless steel (Dissimilar joint welding)

Classifications

ENISO 3581-A:2016 E2312LB 22 KS D 7014-2008  E309L-15
EN ISO 3581-B:2016  ES309L-15 JIS 23221-2013  ES309L-15
AWS A5.4-2014 E3091-15

Description

+ Covering is lime type for welding of 22%Cr-12%Ni stainless steel and heat-resisting castings, clad side
of type 304 clad steels. Welding of dissimilar steels such as Cr-Mo steel or carbon steel to stainless steel.

+ As its deposited weld metal has austenitic structure, with suitable ferrite, crack resistance is good and
intergranular corrosion resistance is superior to that of E309 type.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu FN
0.03 0.40 1.92 0.026 0.014 12.85 28.83 0.20 0.30 13.8

*FN © WRC 1992

Typical mechanical properties of all-weld metal

¥S IS El. Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 520 min. 30
EN ISO 3581-A min. 320 min. 510 min. 25
Example 470 590 39 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 30~50 50~80 80~110 110~150 140~180

(A) V- OH 25~45 45~60 70~90 80~130

KISWEL



Covered Electrodes

KST-309L

For stainless steel (Dissimilar joint welding)

Classifications

ENISO 3581-A:2016 E2312LR12 KS D 7014-2008  E309L-16
EN IS0 3581-B:2016  ES309L:-16 JIS 23221-2013  ES309L-16
AWS A5.4-2014 E3091-16

Description

Covering is lime titania type for welding of 22%Cr-12%Ni stainless steel and heat-resisting castings,
clad side of type 304 clad steels. Welding of dissimilar steels such as Cr-Mo steel or carbon steel to
stainless steel.

As its deposited weld metal has austenitic structure, with suitable ferrite, crack resistance is good and
intergranular corrosion resistance is superior to that of E309 type.

Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

g a5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu FN

0.03 0.84 0.76 0.027 0.013 12.97 23.04 0.08 0.09 11
*FN © WRC 1992

Typical mechanical properties of all-weld metal

Y. TS El. Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 520 min. 30
EN ISO 3581-A min. 320 min. 510 min. 25
Example 480 600 40 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.0 26 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 30~50 50~80 80~110 110~150 140~180

(A) V- OH 25-45 45~60 70~90 90~130

Approvals
ABS, CWB, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

KST-309L-17

For stainless steel (Dissimilar joint welding)

Classifications

ENISO 3581-A:2016  E2312LR12 KS D 7014-2008  E309L-16
EN ISO 3581-B:2016  ES309L-17 JIS 23221-2013  ES309L:17
AWS A5.4-2014 E3091:17

Description

Covering is lime titania type for welding of 22%Cr-12%Ni stainless steel and heat-resisting castings,
clad side of type 304 clad steels. Welding of dissimilar steels such as Cr-Mo steel or carbon steel to
stainless steel.

As its deposited weld metal has austenitic structure, with suitable ferrite, crack resistance is good and
intergranular corrosion resistance is superior to that of E309 type.

Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

i Y 5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu FN
0.03 0.84 0.76 0.027 0.013 12.95 23.14 0.08 0.09 1.2

*FN : WRC 1992

Typical mechanical properties of all-weld metal
YS TS El.

(MPa) (MPa) (%) Remarks
AWS A5.4 min. 520 min. 30
EN ISO 3581-A min. 320 min. 510 min. 25
Example 460 580 46 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 30~50 50~80 80~110 110~150 140~180

(A) V- OH 25~45 45~60 70~90 90~130

KISWEL



Classifications

AWS A5.4-2014  E309Mo-15
KS D 7014-2008  E309Mo-15
JIS 73221-2013  ES309Mo-15

Description

KST-309Mo-15

For stainless steel (22%Cr-12%Ni-2.5%Mo)

Covered Electrodes

« Build-up welding of Cr-Mo steel or carbon steel. Welding of AISI(SUS)316 clad steel or dissimilar steels.
« Excellent crack resistance especially in the welding of dissimilar steels such as stainless steel to carbon

steel.
« Itis only used in the direct current condition.
« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

o Si Mn P S Ni Cr Mo Cu
0.06 0.35 184 0.027 0.012 12.40 22.23 2.40 0.10
Typical mechanical properties of all-weld metal
%5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 30
JISZ 3221 min. 550 min. 25
Example 490 630 36 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 30~50 60~80 80~110 100~140 140~180
(A) V- OH 25~45 50~60 70~90 90~130

KISWEL



Covered Electrodes

KST-309Mo

For stainless steel (Dissimilar joint welding)

Classifications

AWS A5.4-2014  E309Mo-16
KS D 7014-2008  E309Mo-16
JIS 73221-2013  ES309Mo-16

Description

» Build-up welding of Cr-Mo steel or carbon steel. Welding of AISI(SUS)316 clad steel or dissimilar steels.

« Excellent crack resistance especially in the welding of dissimilar steels such as stainless steel to carbon
steel.

« Itis only used in the direct current condition.
« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu

0.06 0.78 1.47 0.025 0.013 12.43 23.18 2.30 0.10

Typical mechanical properties of all-weld metal

Y5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 30
JISZ 3221 min. 550 min. 25
Example 500 630 34 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 50~70 80~100 110~140 140~170
(A) V-OH 40~60 70~90 90~130
Approvals
DNV-GL

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

KST-309LMo

For stainless steel (18%Cr-8%Ni)

Classifications

EN IS0 3581-A:2016 E23122LR12 KS D 7014-2008  E309Mol-16
EN IS0 3581-B:2016  ES309LMo-16 JIS 23221-2013  ES309LMo-16
AWS A5.4-2014 E309LMo-16

Description

« Build-up welding of AISI(SUS)316 clad steel or dissimilar steels.
« Excellent crack resistance especially in the welding of dissimilar steels such as stainless steel to carbon
steel.

« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo Cu

0.03 0.76 178 0.026 0.013 13.02 22.84 2.15 0.12

Typical mechanical properties of all-weld metal

%5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 520 min. 30
ENISO 3581-A min. 350 min. 550 min. 25
Example 490 650 32 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 30~55 55~80 90~120 100~140 140~180

(A) V- OH 25~45 45~60 70~90 90~130

Approvals
KR, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

KST-309LMoT

For stainless steel (18%Cr-8%Ni)

Classifications

ENISO 3581-A:2016 E23122LR12
EN ISO 3581-B:2016  ES309LMo-17 (mod.)
AWS A5.4-2014 E309LMo-17 (mod.)

Description

» Build-up welding of AISI(SUS)316 clad steel or dissimilar steels.

« Excellent crack resistance especially in the welding of dissimilar steels such as stainless steel to carbon
steel.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu
0.02 0.76 0.82 0.026 0.013 13.12 22.78 2.75 0.10

Typical mechanical properties of all-weld metal

Y5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 520 min. 30
EN ISO 3581-A min. 350 min. 550 min. 25
Example 520 760 27 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 30~55 55~80 90~120 100~140 140~180

(A) V- OH 25~45 45~60 70~90 90~130

KISWEL



Covered Electrodes

KST-309Nb

For stainless steel (Dissimilar joint welding)

Classifications

EN IS0 3581-A:2016 E 2312 NbR 12 KS D 7014-2008  E309Nb-16
EN IS0 3581-B:2016  ES309Nb-17 JIS 23221-2013  ES309Nb-16
AWS A5.4-2014 E309Nb-17

Description

« Build-up welding of AISI(SUS)316 clad steel or dissimilar steels.
« Excellent intergranular corrosion resistance.
« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Nb Cu

0.037 0.81 0.93 0.029 0.01 12.60 23.06 0.81 0.25

Typical mechanical properties of all-weld metal

%5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 30
EN ISO 3581-A min. 350 min. 550 min. 25
Example 480 620 37 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 30~50 50~80 80~110 110~150 140~180

(A) V- OH 25~45 45~60 70~90 90~130

KISWEL



Covered Electrodes

KST-310

For stainless steel (25%Cr-20%Ni)

Classifications

EN IS0 3581-A:2016  E 2520 R 12 KS D 7014-2008  E310-16
EN IS0 3581-B:2016  ES310-16 JIS 23221-2013  ES310-16
AWS A5.4-2014 E310-16

Description

« Covering is lime titania type for welding of AISI(SUS) 310S, SCS 18 and clad side of 18%Cr-8%Ni
stainless clad steel.

+ The deposited weld metal has perfect austenitic structure.
» Good mechanical property and heat resistance of the depodited weld metal.
« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu

0.1 0.40 1.86 0.025 0.013 20.82 25.59 0.12 0.09

Typical mechanical properties of all-weld metal

Y5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 30
EN ISO 3581-A min. 350 min. 550 min. 20
Example 490 620 40 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 30~50 50~80 80~110 110~140 140~180

(A) V- OH 25~45 45~60 70~90 90~130

Approvals
CWB, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

KST-312

For stainless steel (Cladding or Dissimilar joint)

Classifications

EN IS0 3581-A:2016 E299R 12 KS D 7014-2008  E312-16
EN ISO 3581-B:2016  ES312-16 JIS 23221-2013  ES312-16
AWS A5.4-2014 E312-16

Description

« Covering is lime titania type for welding of 29%Cr-9%Ni type cast steels and difficult to weld steels.
Joint welding and hardfacing of stainless steel and heat resisting steels.

» Good crack resistance because of extremely much quantity of ferrite of the deposited weld metal.
« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

g Y 5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu
0.08 0.45 1.30 0.028 0.012 8.49 29.13 0.10 0.1

Typical mechanical properties of all-weld metal

Y. TS El. Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 660 min. 22
EN ISO 3581-A min. 450 min. 650 min. 15
Example 510 760 25 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 40~80 70~110 110~140 140~180

(A) V- OH 35~75 70~90 80~120

KISWEL



TENSILE WELD

For stainless steel (Cladding or Dissimilar joint)

Description

« Covering is lime titania type for welding of 29%Cr-9%Ni type cast steels and difficult to weld steels.
Joint welding and hardfacing of stainless steel and heat resisting steels.

« Good crack resistance because of extremely much quantity of ferrite of the deposited weld metal.
» Good usability and weldability.
+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

g Y 5 ISani

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu
0.08 0.95 1.48 0.032 0.015 8.65 29.83 0.13 0.09

Typical mechanical properties of all-weld metal

¥S IS El. Remarks
(MPa) (MPa) (%)
Example 520 770 24 AW

* AW : As-Welded

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 40~80 70~110 110~140 140~180
(A) V- OH 35~75 70~100 90~130

KISWEL



Covered Electrodes

KST-316-15

For stainless steel (18%Cr-12%Ni-Mo)

Classifications

EN IS0 3581-A:2016 E19122B22 KS D 7014-2008  E316-15
EN IS0 3581-B:2016  ES316-15 JIS 23221-2013  ES316-15
AWS A5.4-2014 E316-15

Description

« Covering is lime type for welding of 18%Cr-12%Ni-Mo stainless steel. (AISI 316) or dissimilar steels.
« Especially suitable for flat and horizontal fillet welding.

« Excellent corrosion resistance against sulphurous acid, phosphoric acid and acetic acid.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo Cu

0.06 0.39 118 0.029 0.013 11.59 18.88 2.30 0.1

Typical mechanical properties of all-weld metal

8 1S El. Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 520 min. 30
EN ISO 3581-A min. 350 min. 550 min. 25
Example 470 580 41 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~50 50~70 80~120 110~140 140~170

(A) V- OH 35~45 40~60 70~90 90~130

KISWEL



Covered Electrodes

KST-316

For stainless steel (18%Cr-12%Ni-Mo)

Classifications

EN IS0 3581-A:2016  E19122R 12 KS D 7014-2008  E316-16
EN ISO 3581-B:2016  ES316-16 JIS 23221-2013  ES316-16
AWS A5.4-2014 E316-16

Description

« Covering is lime titania type for welding of 18%Cr-12%Ni-Mo stainless steel. (AISI 316) or dissimilar steels.
« Especially suitable for flat and horizontal fillet welding.

« Excellent corrosion resistance against sulphurous acid, phosphoric acid and acetic acid.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu

0.06 0.73 1.18 0.028 0.012 12.50 18.30 2.25 0.14

Typical mechanical properties of all-weld metal

Y5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 520 min. 30
EN ISO 3581-A min. 350 min. 550 min. 25
Example 460 590 42 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 30~50 50~80 80~110 110~140 140~180

(A) V- OH 25~45 45~60 70~90 90~130

Approvals

ABS, BV, DNV-GL, CWB, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

KST-316L-15

For stainless steel (Low C, 18%Cr-12%Ni-Mo)

Classifications

EN IS0 3581-A:2016 E19123LB22 KS D 7014-2008  E316l-15
EN ISO 3581-B:2016  ES316L:15 JIS 23221-2013  ES316L:15
AWS A5.4-2014 E316l-15

Description

«» Covering is lime type for welding of 18%Cr-12%Ni-Mo stainless stees, austenitic stainless steels which
are required and the place where heat treatment after welding is impossible.

+ Good Crack resistance and usability.

« As low carbon welded metal can be obtained, intergranular corrosion resistance is superior to that of
E316 type.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

g a5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu FN

0.03 0.40 1.08 0.025 0.006 11.67 19.22 2.43 0.30 9.8
*FN © WRC 1992

Typical mechanical properties of all-weld metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -196C
AWS A5.4 min. 490 min. 30
EN ISO 3581-A min. 320 min. 510 min. 25
Example 400 580 39 73 25 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)

Dia. (mm) 2.0 26 32 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~50 56~70 80~100 110~150 140~170

(A) V- OH 35~45 45~60 70~90 90~130

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KST-316LB

For stainless steel (Low C, 18%Cr-12%Ni-Mo)

Classifications

EN SO 3581-A:2016 E19123LB22 KS D 7014-2008  E316l-15
EN ISO 3581-B:2016  ES316L:-15 JIS 23221-2013  ES316L:15
AWS A5.4-2014 E316L-15

Description

» Covering is lime type for welding of 18%Cr-12%Ni-Mo stainless stees, austenitic stainless steels which
are required and the place where heat treatment after welding is impossible.

+ Good Crack resistance and usability.

« As low carbon welded metal can be obtained, intergranular corrosion resistance is superior to that of
E316 type.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

i Y £ ISani

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu FN
0.03 0.61 1.65 0.024 0.004 12.69 18.00 2.562 0.23 70

*FN © WRC 1992

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -196°C
AWS A5.4 min. 490 min. 30
EN ISO 3581-A min. 320 min. 510 min. 25
Example 380 560 36 70 36 (0.44) AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.6 3.2 4.0
Length (mm) 300 350 350
Amp. F 55~80 90~130 110~150
(A) V- OH 40~60 70~90 90~130

KISWEL



Covered Electrodes

KST-316L

For stainless steel (Low C, 18%Cr-12%Ni-Mo)

Classifications

ENISO 3581-A:2016 E19123LR 12 KS D 7014-2008  E316l-16
EN ISO 3581-B:2016  ES316l:-16 JIS 23221-2013  ES316L-16
AWS A5.4-2014 E316l-16

Description

« Covering is lime titania type for welding of 18%Cr-12%Ni-Mo stainless steel. (AISI 316) or dissimilar steels.
« Especially suitable for flat and horizontal fillet welding.

« Excellent corrosion resistance against sulphurous acid, phosphoric acid and acetic acid.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo Cu FN

0.03 0.75 0.80 0.028 0.01 nn 17.95 2.60 0.12 5.7
*FN : WRC 1992

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20c -120C
AWS A5.4 min. 490 min. 30
EN ISO 3581-A min. 320 min. 510 min. 25
Example 390 570 43 75 40 (0.47) AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.0 26 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~50 55~70 80~110 120~150 140~180

(A) V-OH 35~45 45~60 70~90 90~130

Approvals

ABS, BV, DNV-GL, KR, LR, CWB, TUV, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KST-316L-17

For stainless steel (Low C, 18%Cr-12%Ni-Mo)

Classifications

ENISO 3581-A:2016 E19123LR 12 KS D 7014-2008  E316l-16
EN ISO 3581-B:2016  ES316L:17 JIS 23221-2013  ES316L:17
AWS A5.4-2014 E316L:17

Description

« Covering is lime titania type for welding of 18%Cr-12%Ni-Mo stainless steel. (AISI 316) or dissimilar steels.

« As low carbon welded metal can be obtained, intergranular corrosion resistance is superior to that of
E316 type.

» Good crack resistance and usability of austenitic structure with suitable ferrite of the deposited W.M.

« Excellent usability with direct current applications.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

i Y 5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu FN

0.03 0.75 0.80 0.028 0.01 nn 18.02 2.75 0.12 6.2
* FN :WRC 1992

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -196
AWS A5.4 min. 490 min. 30
EN ISO 3581-A min. 320 min. 510 min. 25
Example 420 590 45 75 26 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~50 55~70 80~110 120~150 140~180

(A) V- OH 35~45 45~60 70~90 90~130

KISWEL



Covered Electrodes

KST-317

For stainless steel (18%Cr-12%Ni-Mo)

Classifications

AWS A5.4-2014  E317-16
KS D 7014-2008  E317-16
JIS 73221-2013  ES317-16

Description

« Covering is lime titania type for welding of AISI 317 or dissimilar steels such as carbon steel to stainless
steels.

+ Good weldability and performance.
« Reduce the susceptibility of pitting.
« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

g Y 5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu

0.06 0.74 1.20 0.026 0.007 12.34 18.57 3.20 0.15

Typical mechanical properties of all-weld metal

Y. TS El. Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 30
JIS Z 3221 min. 550 min. 20
Example 450 580 43 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.0 26 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~60 55~90 80~110 110~150 140~180

(A) V- OH 35~45 45~60 70~90 90~130

KISWEL



Covered Electrodes

KST-317L

For stainless steel (Low C, 18%Cr-12%Ni-Mo)

Classifications

EN IS0 3581-A:2016 E19134NLR12 KS D 7014-2008  E3171-16
EN ISO 3581-B:2016  ES317L:16 JIS 23221-2013  ES317L-16
AWS A5.4-2014 E3171:16

Description

« Covering is lime titania type for welding of 18%Cr-12%Ni-3%Mo which requires excellent corrosion
resistance to sulfuric acid, solutions containing these salts and much hot organic acids such as formic acid.

+ Good weldability and performance.

* Reduce the susceptibility of pitting.

« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu
0.03 0.75 1.24 0.025 9.000 12.40 18.60 3.32 0.21

Typical mechanical properties of all-weld metal

Y5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 520 min. 30
EN ISO 3581-A min. 350 min. 550 min. 25
Example 450 570 44 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~60 55~90 80~110 110~150 140~180

(A) V- OH 35~45 45~60 70~90 90~130

KISWEL



Covered Electrodes

KST-318

For stainless steel (18%Cr-12%Ni-2%Mo-Nb)

Classifications

AWS A5.4-2014  E318-16
KS D 7014-2008  E318-16
JIS 73221-2013  ES318-16

Description

« Covering is lime titania type for welding of AISI 318, 316, 316L stainless steel.

« The deposited weld metal is highly resistant to pitting and general type of corrosion.
« Insensitive to intergranular corrosion because of Nb.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo Nb
0.05 0.76 1.32 0.022 0.008 11.90 18.43 2.35 0.69

Typical mechanical properties of all-weld metal

%5 1S El Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 550 min. 25
JIS 23221 min. 550 min. 20
Example 500 630 38 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~60 50~80 80~110 120~150 140~180

(A) V- OH 35~45 45~60 60~90 90~130

KISWEL



Covered Electrodes

KST-347B

For stainless steel (18%Cr-8%Ni-Nb)

Classifications

EN IS0 3581-A:2016  E 199 Nb B 22 KS D 7014-2008  E347-15
EN IS0 3581-B:2016  ES347-15 JIS 23221-2013  ES347-15
AWS A5.4-2014 E347-15

Description

« Covering is lime type for welding of AISI 304L, 321, 347 stainless steel and the place where heat
treatment after welding is impossible.

+ Excellent intergranular corrosion resistance.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu FN

0.03 0.65 162 0.026 0.004 9.47 18.82 0.45 0.10 8.5
* FN :WRC 1992

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) RT -20°c
AWS A5.4 min. 520 min. 30
EN ISO 3581-A min. 350 min. 550 min. 25
Example 450 640 42 90 70 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 26 3.2 4.0
Length (mm) 300 350 350
Amp. F 55~80 90~130 110~150
(A) V- OH 40~60 70~90 90~130

KISWEL



Covered Electrodes

KST-347

For stainless steel (18%Cr-8%Ni-Nb)

Classifications

EN IS0 3581-A:2016 E 199 NbR 12 KS D 7014-2008  E347-16
EN IS0 3581-B:2016  ES347-16 JIS 23221-2013  ES347-16
AWS A5.4-2014 E347-16

Description

« Covering is lime titania type for welding of AISI 304L, 321, 347 stainless steel and the place where heat
treatment after welding is impossible.

+ Excellent intergranular corrosion resistance.

« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo Cu FN

0.03 0.49 1.94 0.026 0.004 9.83 19.16 0.48 0.10 73
* FN : WRC 1992

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) RT -20°c
AWS A5.4 min. 520 min. 30
EN ISO 3581-A min. 350 min. 550 min. 25
Example 430 620 40 80 65 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.0 26 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~60 50~70 70~110 100~150 140~180

(A) V-OH 35~45 45~60 65~90 90~130

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Covered Electrodes

KST-347-17

For stainless steel(18%Cr-8%Ni-Nb)

Classifications

EN IS0 3581-A:2012 E199NbR 12 KS D 7014-2008  E347-16
EN IS0 3581-B:2012  ES347-17 JIS 23221-2013  ES347-17
AWS A5.4-2012 E347-17

Description

« Covering is lime titania type for welding of AISI 304L, 321, 347 stainless steel and the place where heat

treatment after welding is impossible.
+ Excellent intergranular corrosion resistance.
+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Nb FN

0.04 053 1.98 0029  0.002 9.80 19.40 0.12 047 8.4

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) RT -20C

AWS A5.4 min. 520 min. 30
EN ISO 3581-A min. 350 min. 550 min. 25
Example 470 620 35 82 63 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 26 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 50~80 80~110 110~150 140~180

(A) V-OH 40~60 70~100 90~130

KISWEL



KST-347L

For stainless steel (Low C, 18%Cr-8%Ni-Nb)

Classifications

KS D 7014-2008 E347L-16
JIS Z3221-2013  ES347L-16

Description

« Covering is lime titania type for welding of AISI 304L, 321, 347 stainless steel and the place where heat
treatment after welding is impossible.

+ Excellent intergranular corrosion resistance.
+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Ni Cr Mo Nb
0.03 0.46 1.85 0.028 0.005 9.80 19.35 0.20 0.68

Typical mechanical properties of all-weld metal

VS TS El Remarks
(MPa) (MPa) (%)

JIS Z 3221 min. 510 min. 30

Example 440 600 39 AW

* AW : As-Welded

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.0 2.6 3.2 4.0 5.0
Length (mm) 250 300 350 350 350
Amp. F 40~60 55~80 80~110 110~140 140~170
(A) V- OH 35~45 45~60 70~90 90~130

KISWEL



Covered Electrodes

KST-410

For stainless steel (13%Cr, Hardfacing)

Classifications

EN IS0 3581-A:2016  E13R 12 KS D 7014-2008  E410-16
EN IS0 3581-B:2016  ES410-16 JIS 23221-2013  ES410-16
AWS A5.4-2014 E410-16

Description

« Covering is lime titania type for welding of 13%Cr steel and surfacing of the part where require

cavitation or corrosion resistance is required.
« Excellent oxidation corrosion and abrasion resistance of the deposited weld metal.

+ Preheat at 100~250°C and postheat treat at 700~800°C because of high self-hardening property of the

deposited weld metal.
+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

i Y 5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu

0.08 0.70 0.76 0.030 0.004 0.15 12.10 0.10 0.08

Typical mechanical properties of all-weld metal
YS 1S El. Remarks
(MPa) (MPa) (%)

AWS A5.4 min. 450 min. 20
EN ISO 3581-A min. 250 min. 450 min. 15
Example 400 560 24 PWHT
* PWHT : 750 Cx1Hr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 60~90 80~110 110~150 150~180

(A) V- OH 45~60 70~90 90~130
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Covered Electrodes

KST-410NiMo

For stainless steel (13%Cr-Ni-Mo, Hardfacing)

Classifications

ENISO 3581-A:2016 E134R 12 KS D 7014-2008  E410-16

EN ISO 3581-B:2016  ES410NiMo-16 JIS 23221-2013  ES410NiMo-16
AWS A5.4-2014 E410NiMo-16

Description

« Covering is lime titania type for welding of 13%Cr-Ni-Mo steel and surfacing of the part where require
cavitation or corrosion resistance is required.

« Excellent oxidation corrosion and abrasion resistance of the deposited weld metal.

« Preheat at 100~250°C and postheat treat at 600~700°C because of high self-hardening property of the
deposited weld metal.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

g Y 5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu

0.02 0.49 0.35 0.030 0.012 4.7 11.70 0.62 0.30

Typical mechanical properties of all-weld metal

vS IS El. Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 760 min. 15
JIS 2 3221 min. 760 min. 10
Example 820 930 17 PWHT
* PWHT : 610 Cx1Hr. & Air cooling
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 60~90 80~110 110~150 150~180

(A) V- OH 45~60 70~90 90~130
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Covered Electrodes

KST-430

For stainless steel (17%Cr, Hardfacing)

Classifications

EN IS0 3581-A:2016  E17R 12 KS D 7014-2008  E430-16
EN ISO 3581-B:2016  ES430-16 JIS 23221-2013  ES430-16
AWS A5.4-2014 E430-16

Description

« Covering is lime titania type for welding of 17%Cr stainless steel or AISI 403, 405
« Preheat at 200~300°C and postheat treat at 700~800°C.
« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

i Y 5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo Cu

0.07 0.42 0.75 0.028 0.009 0.20 1743 0.20 0.30

Typical mechanical properties of all-weld metal
YS 1S El. Remarks
(MPa) (MPa) (%)

AWS A5.4 min. 450 min. 20
EN ISO 3581-A min. 300 min. 450 min. 15
Example 380 530 27 PWHT
* PWHT : 780°Cx2Hr.
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 55~75 80~100 110~140 140~170

(A) V- OH 45~60 70~90 90~130

KISWEL



Covered Electrodes

KST-2209

For duplex stainless steel (22%Cr-9%Ni-Mo)

Classifications

ENISO 3581-A:2016 E2293NLR12 JIS 23221-2013  ES2209-16
ENISO 3581-B:2016  ES2209-16
AWS A5.4-2014 E2209-16

Description

« Covering is lime titania type for welding of 22%Cr-9%Ni-3%Mo duplex stainless steels, the principal
applicationsare chemical plant and shipbuilding as well as nuclear plant industries. (UNS S31803)

« Excellent pitting corrosion resistance and stress corrosion cracking resistance.
« Please perform welding with selecting proper heat input according to the required mechanical properties.
« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

g Y 5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo N PREN

0.02 0.62 0.80 0.025 0.01 8.73 22.63 3.19 0.18 35.0

Typical mechanical properties of all-weld metal

vS IS El. Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 690 min. 20
EN ISO 3581-A min. 450 min. 550 min. 20
Example 550 780 24 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 50~80 80~110 110~150 140~180

(A) V- OH 40~60 70~100 90~130

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Covered Electrodes

KST-2209B

For duplex stainless steel(22%Cr-9%Ni-Mo)

Classifications

EN SO 3581-A:2006 E2293NLB22 JIS Z3211:2013  ES2209-15
EN ISO 3581-B:2006  ES2209-15
AWS A5.4-2012 E2209-15

Description

« Covering is lime titania type for welding of 22%Cr-9%Ni-3%Mo duplex stainless steels, the principal
applicationsare chemical plant and shipbuilding as well as nuclear plant industries. (UNS S31803)

« Excellent pitting corrosion resistance and stress corrosion cracking resistance.

« Please perform welding with selecting proper heat input according to the required mechanical properties.

« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

i Y 5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo N PREN
0.02 0.52 1.03 0.017 0.010 9.40 23.10 3.08 0.14 35.5

Typical mechanical properties of all-weld metal

¥S IS El. Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 690 min. 20
EN ISO 3581-A min. 450 min. 550 min. 20
Example 560 800 29 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 50~80 80~110 110~150 140~180

(A) V- OH 40~60 70~100 90~130
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Covered Electrodes

KST-2594

For super duplex stainless steel (25%Cr-9%Ni-Mo)

Classifications

EN SO 3581-A:2016 E2594NLR12
EN SO 3581-B:2016  ES2594-16
AWS A5.4-2014 E2594-16

Description

« Covering is lime titania type for welding of 25%Cr-9%Ni-4%Mo-0.2%N super duplex stainless steels,
the principal applicationsare chemical plant and shipbuilding as well as nuclear plant industries. (UNS S32750)

« Excellent pitting corrosion resistance and stress corrosion cracking resistance.

« Please perform welding with selecting proper heat input according to the required mechanical properties.

« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

g Y 5 e

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cr Mo N PREN

0.03 0.54 0.75 0.025 0.01 9.59 25.1 3.90 0.25 42.0

Typical mechanical properties of all-weld metal

vS IS El. Remarks
(MPa) (MPa) (%)
AWS A5.4 min. 760 min. 15
EN ISO 3581-A min. 550 min. 620 min. 18
Example 810 930 28 AW
* AW : As-Welded
Sizes available and recommended currents (AC or DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 50~80 80~110 110~150 140~180

(A) V- OH 40~60 70~100 90~130

KISWEL



KL-100

For cast iron

Classifications

KS D 7008-2002 DFCCI
JIS 73252-2012 ECFeC-3

Description

+ Covering is graphite type for repairing of all kind of cast iron product cavity filling.

« Preheat at minimum 200°C. The temperature to be applied varies in accordance with kind, shape and
size of base metal.

+ Gradual cooling is recommended after welding.

« Redry the electrode at 70~120°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Fe
3.16 6.27 0.42 0.015 0.006 Rem.

Typical mechanical properties of all-weld metal

Hv HRC
280 271

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 3.2 4.0 5.0
Length (mm) 350 400 400
Amp. (A) F 110~140 150~190 190~220
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KCF-50

For cast iron

Classifications
AWS A5.15-2006  Est

Description

« Covering is graphite type for repairing of all kind of cast iron product.

« Stable arc, easy slag removal agnd beautiful bead appearance.

« Preheat at minimum 200°C. The temperature to be applied varies in accordance with kind, shape and
size of base metal.

+ Gradual cooling is recommended after welding.

* Redry the electrode at 70~120°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Fe
1.68 0.50 0.35 0.021 0.006 Rem.

Typical mechanical properties of all-weld metal

TS El. Hardness
(MPa) (%) (Hv)
490 33 200

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 350 350 400 400
Amp. (A) F 60~90 90~130 130~180 150~200
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KFN-50

For cast iron

Classifications

ENISO 1071:2003  E C NiFe-Cl 1 KS D 7008-2002 DFCNiFe
AWS A5.15-2006  ENiFe-Cl JIS 23252-2012  E C NiFe-Cl
Description

» Covering is graphite type for joining of spheroidal graphit cast iron or repairing of cast iron products
such as cylinder covers, motor beds, casings and gears.

+ Good crack resistance and mechanical properties.

+ Preheat at 150~300°C. The temperature to be applied varies in accordance with kind, shape and size of
base metal.

+ Redry the electrode at 70~120°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cu Fe Al
0.80 0.36 0.45 0.008 0.002 55.5 0.05 Rem. 0.05

Typical mechanical properties of all-weld metal

TS Hardness
(MPa) Hv HB HS
550 180~210 171~200 26~30

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 550
Amp. (A) F 60~90 80~120 120~150 140~190

KISWEL



Covered Electrodes

KSN-100

For cast iron

Classifications

EN IS0 1071:2003  E C Ni-Cl 1 KS D 7008-2002  DFCNi
AWS A5.15-2006  ENi-Cl JIS 232522012 E CNi-Cl
Description

Covering is graphite type for repairing and joining of various kinds of cast iron products such as
cylinder covers, motor beds, casings and gears or repairing co cast iron, alloy cast iron and malleable
cast iron.

Easily machinable deposited weld metal.

Chip off base metal completely at the repairing part.

Preheat at 150~300°C. The temperature to be applied varies in accordance with kind, shape and size of
base metal.

Redry the electrode at 70~120°C for 30~60 minutes prior to use.

Welding positions

I

Typical chemical composition of all-weld metal (%)

C Si Mn P S Ni Cu Fe Al
0.55 0.40 0.35 0.009 0.001 Rem. 0.05 0.85 0.05

Typical mechanical properties of all-weld metal

TS Hardness
(MPa) Hv HB HS
420 160~190 152~181 24~28

Sizes available and recommended currents (AC or DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 550
Amp. (A) F 60~90 70~110 110~130 130~150
Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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CUTTING ROD

For special purpose (Cutting operation)

Description

« Cutting of carbon steels, cast irons, stainless steels and nonferrous alloys, etc.

+ Designed for high efficiency in cutting of all kinds of steel.

* Quiet and stable arc.

« Excellent usability.

+ When the electrodes have absorbed moisture, redry the electrode at 70~80°C for 30 minutes prior to use.

lllustration

« Removal of protrusion
J
|
« Removal of down gate, cross gate, etc.

= [

Sizes available and recommended currents (AC or DC-)

1

Dia. (mm) 32 4.0 5.0
Length (mm) 350 400 400
Amp. (A) F 150~130 230~180 300~400
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GOUGING ROD

For special purpose (Gouging operation)

Description

» Gouging of carbon steels, cast irons, stainless steels and nonferrous alloy, etc.

+ Designed for high efficiency in gouging of all kinds of steel.

» Operated surface is very clean.

« Suitable for rapid removal of unnecessary parts.

+ When the electrodes have absorbed moisture, redry the electrode at 70~80°C for 30 minutes prior to use.

Gouging hints
In gouging operation worker must maintain 10~30° between the electrode and base plate.

Gouging direction

Sizes available and recommended currents (AC or DC-)

Dia. (mm) 32 4.0 5.0
Length (mm) 350 400 400
Amp. (A) F 150~180 230~260 270~320
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Gas Metal Arc Weldin
Wires(Solid Wiresg

FOR HIGH TENSILE STRENGTH STEEL
FOR HEAT-RISISTING STEEL
FOR LOW-TEMPERATURE SERVICE STEEL







Gas Metal Arc Welding

KC-25

For mild steel and 490MPa tensile strength steel

Classifications
EN ISO 14341-A:2011 G 42 2 C1 25i KS D 7025:2005 YGW14
EN ISO 14341-B:2011 G 49A 2 C153 JISZ3312:2009 G43A0UC3

AWS A5.18:2005 ER70S-3

Description

« For butt and fillet welding of ship-building, bridges, structural steel, steel buildings, machineries and
vehicles.

« Suited for welds that are subject to enamelling or galvanising due to low Si-content.

« Excellent performance of root welding for multiple pass welds.

« Suited for application of sheet metal with superior arc stability on low welding current.

Typical chemical composition of wire (%)
C Si Mn P B

0.07 0.67 1.20 0.015 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20

AWS A5.18 min. 400 min. 480 min. 22 >27 CO2
EN ISO 14341-A min. 420 500~640 min. 20 >47 CO2
Example 430 520 33 90 CO2
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 1.4 « DCEP (DC+)
Current Flat (PA/1G) 120 ~350 140 ~ 400 « C02:100% CO2 (15~25¢/min.)
(Amp.) Vertical (PF/3G) ~ 70~200 100 ~ 250

Overhead (PE/4G) 70~200 100 ~ 250
Approvals
CWB, KS, JIS

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Gas Metal Arc Welding

KC-25M

For mild steel and 490MPa tensile strength steel

Classifications
EN ISO 14341-A:2011 G 42 2 M21 2Si KS D 7025:2005 YGW16
EN ISO 14341-B:2011 G 49A 2 M21 S3 JISZ3312:2009  YGW16

AWS A5.18:2005 ER70S-3

Description

« For butt and fillet welding of ship-building, bridges, structural steel, steel buildings, machineries and
vehicles.

« Suited for application of sheet metal with mixture gas and all welding positions.
» Low slag formation, high deposition rate and superior arc stability.

Typical chemical composition of wire (%)

C Si Mn P S
0.07 0.67 1.20 0.015 0.01

Typical mechanical properties of all-weld metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C

AWS A5.18 min. 400 min. 480 min. 22 >27 CO2
EN ISO 14341-A min. 420 500~640 min. 20 >47 Mix
Example 440 540 30 100 Mix
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 14 « DCEP (DC+)
current et (PAN1G) 120~350 140 ~ 400 « CO2:100% CO2
(Amp.) vertical (PF/3G) ~ 50~180 100 ~ 250 Mix : Ar+20% CO2 (15~25¢/min.)

Overhead (PE/4G) 50 ~180 100 ~ 250
Approvals
JIS, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

KC-35

Classifications
AWS A5.18:2005 ER70S-3

Description

For mild steel and 490MPa tensil strength steel

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

vehicles

« Suited for application of sheet metal with mixture gas and all welding positions.
« Low slag formation, high deposition rate and superior arc stability.

Typical chemical composition of wire (%)

c Si Mn P S
0.06 051 1.15 0.014 0.030
Typical mechanical properties of all-weld metal
YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C
AWS A5.18 min. 400 min. 480 min. 22 >27 CO2
Examole 440 540 25 80 Ar+10%CO2
P 485 560 25 70 Ar+10%CO2
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 14 « DCEP (DC+)
Current Flat (PA/1G) 120 ~350 140 ~ 400 « Mix : Ar+10% CO2 (15~25¢/min.)
(Amp.) Vertical (PF/3G) 50 ~ 180 100 ~ 250 Mix : Ar+20% CO2 (15~25¢/min.)
Overhead (PE/4G) 50 ~180 100 ~ 250
Approvals
Jis

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

KC-37S

For mild steel and 490MPa tensil strength steel

Classifications
AWS A5.18:2005 ER70S-G

Description

« For butt and fillet welding of ship-building, bridges, structural steel, steel buildings, machineries and
vehicles.

« Suited for application of sheet metal with mixture gas and all welding positions.

» Low slag formation, high deposition rate and superior arc stability.

Typical chemical composition of wire (%)

C Si Mn P S
0.07 0.04 170 0.002 0.005

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C

AWS A5.18 Not spec.
Example 580 624 28.7 Ar+20%C02

P 494 560 277 Ar+5%C02
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 14 « DCEP (DC+)

current et (PAN1G) 120 ~350 140 ~ 400 « Mix : Ar+5% CO2 (15~25¢/min.)
(Amp.) Vertical (PF/3G) 50 ~ 180 100 ~ 250 Mix : Ar+20% CO2 (15~25¢/min.)

Overhead (PE/AG) 50~180 100 ~ 250

KISWEL



Gas Metal Arc Welding

KC-26

For mild steel and 490MPa tensile strength steel

Classifications

EN ISO 14341-A:2011 G462C1Z AWS A5.18:2005 ER70S-G
G462M21Z KS D 7025:2005 YGW11

EN ISO 14341-B:2011 G 49A 2 C1 S11 JIS Z3312:2009  YGWM
G 49A 2 M21 S11

Description

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

vehicles.
« Excellent defect resistant on high heat input.

« Possible to achieve higher productivity due to low spatter and deep penetration.

+ Beautiful weld appearance on flat or horizontal welding position.

Typical chemical composition of wire (%)

c Si Mn P S Ti

0.06 0.80 153 0.014 0.01 0.18

Typical mechanical properties of all-weld metal
YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C

AWS A5.18 min. 400 min. 480 min. 22
EN ISO 14341-B min. 390 490~670 min. 18 >27 CO2
Example 490 570 30 10 CO2

P 520 590 31 120 Mix
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 1.4 « DCEP (DC+)

Current  Hat(PANG) — 120~350 140~ 400 + C02:100% CO2
(Amp) Vertical (PF/3G) ~ 50~180 100 ~ 250 Mix : Ar+20% CO2 (15~25¢/min.)

Overhead (PE/4G) 50~180 100 ~ 250

Approvals
ABS, BV, DNV, LR, KR, NK(COz2, MIX), CE, KS, JIS

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

Z0-26

For mild steel and 490MPa tensile strength steel

Classifications

EN ISO 14341-A:2011 G462C1Z AWS A5.18:2005 ER70S-G
G462M21Z KS D 7025:2005 YGW11

EN ISO 14341-B:2011 G 49A 2 C1S11 JIS Z3312:2009  YGWMN
G 49A 2 M21 S11

Description

« For butt and fillet welding of ship-building, bridges, structural steel, steel buildings, machineries and
vehicles.

« Excellent defect resistant on high heat input.
« Possible to achieve higher productivity due to low spatter and deep penetration.
+ Beautiful weld appearance on flat or horizontal welding position.

Typical chemical composition of wire (%)

C Si Mn P S Ti
0.06 0.80 1563 0.014 0.01 0.18

Typical mechanical properties of all-weld metal

Y.S TS El. v (J) Remarks
(MPa) (MPa) (%) -20C

AWS A5.18 min. 400 min. 480 min. 22
EN ISO 14341-B min. 390 490~670 min. 18 >27 CO2
Example 490 570 30 110 C02

P 520 590 31 120 Mix
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 1.4 « DCEP (DC+)

Current Flat (PA/1G) 120 ~350 140 ~ 400 « CO2:100% CO2
(Amp.) Vertical (PF/3G) 70 ~ 200 100 ~ 250 Mix : Ar+20% CO2 (15~25€/min.)

Overhead (PE/4G) 70~200 100 ~ 250
Approvals

ABS, BV, DNV, LR, KR, NK, KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

Z0-50R

For 490MPa tensile strength steel and welding robot

Classifications

EN ISO 14341-A:2011 G462C1Z AWS A5.18:2005 ER70S-G
G462M21Z KS D 7025:2005 YGW11

EN ISO 14341-B:2011 G 49A 2 C1 S11 JIS Z3312:2009  YGWM
G 49A 2 M21 S11

Description

« For robot welding of bridges, structural steel, steel buildings.

« Excellent defect resistant on high heat input.

« Possible to achieve higher productivity due to low spatter and deep penetration.
« Suited for multi-pass welding due to low slag and easy to remove.

Typical chemical composition of wire (%)

C Si Mn P S Ti
0.09 0.54 0.97 0.01 0.004 0.03

Typical mechanical properties of all-weld metal

Y.S TS El. v (J) Remarks
(MPa) (MPa) (%) -20C
AWS A5.18 min. 400 min. 480 min. 22
EN ISO 14341-B min. 390 490~670 min. 18 >27
JIS 23312 min. 400 490~670 min. 18 >47(@0%)
Example 490 570 34 110 AsWeld
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 1.4 « DCEP (DC+)
current . Flat (PAN1G) 120 ~350 140 ~ 400 + C0O2:100% CO2 (15~25¢/min.)
(Amp.) Vertical (PF/3G) 70 ~200 100 ~ 250
P Overhead (PE/G) 70~200 100~ 250
Approvals
CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

KC-27

For mild steel and 490MPa tensile strength steel

Classifications
EN ISO 14341-A:2011 G 46 2 M21Z KS D 7025:2005 YGW15
EN ISO 14341-B:2011 G 49A 2 M21S15 JISZ3312:2009  YGW15

AWS A5.18:2005 ER70S-G

Description

« For butt and fillet welding of ship-building, bridges, structural steel, steel buildings, machineries and
vehicles.

« Suited for application of automatic pipe welding with carbon dioxide or mixture gas.

» Low spatter and beautiful weld appearance.

* Possible to perform with all welding positions and get high impact value in welds.

Typical chemical composition of wire (%)

C Si Mn P S Ti

0.07 0.62 118 0.014 0.010 0.09

Typical mechanical properties of all-weld metal

Y.S TS El. v (J) Remarks
(MPa) (MPa) (%) -20C

AWS A5.18 min. 400 min. 480 min. 22
EN ISO 14341-B min. 390 490~670 min. 18 >27 Mix
Example 490 560 31 160 Mix
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 14 « DCEP (DC+)
Current Flat (PA/1G) 120 ~350 140 ~ 400 « Mix : Ar+20% CO2 (15~25¢/min.)

Vertical (PF/3G) 50 ~180 100 ~ 250

(Amp.) Overhead (PE/4G) 50~180 100 ~ 250
Approvals
Shielding gas ABS DNV NK Others
Mix 3YSA yms KSW53G JIS, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

Z0-27

For mild steel and 490MPa tensile strength steel

Classifications
EN ISO 14341-A:2011 G 46 2 M21Z KS D 7025:2005 YGW15
EN ISO 14341-B:2011 G 49A 2 M21S15 JISZ3312:2009  YGW15

AWS A5.18:2005 ER70S-G

Description

« For butt and fillet welding of ship-building, bridges, structural steel, steel buildings, machineries and
vehicles.

« Suited for application of automatic pipe welding with carbon dioxide or mixture gas.

« Low spatter and beautiful weld appearance.

* Possible to perform with all welding positions and get high impact value in welds.

Typical chemical composition of wire (%)
c Si Mn P S Ti

0.07 0.62 118 0.014 0.010 0.09

Typical mechanical properties of all-weld metal

Y.S TS El. v (J) Remarks
(MPa) (MPa) (%) -20C

AWS A5.18 min. 400 min. 480 min. 22
EN ISO 14341-B min. 390 490~670 min. 18 >27 Mix
Example 490 560 31 160 Mix
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 14 « DCEP (DC+)
Current Flat (PA/1G) 120 ~350 140 ~ 400 « Mix : Ar+20% CO2 (15~25¢/min.)
(Amp,) _Vertical (PF/3G)  50~180 100 ~ 250

Overhead (PE/4G) 50~180 100 ~ 250
Approvals

ABS, DNV, LR, NK, CE, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

KC-28

For mild steel and 490MPa tensile strength steel

Classifications

EN ISO 14341-A:2011 G 42 3 C1 3Si1 AWS A5.18:2005 ER70S-6
G 42 3 M21 3Si1 KS D 7025:2005 YGW12

EN ISO 14341-B:2011 G 49A 3 C1S6 JISZ3312:2009  YGW12
G 49A 3 M21 S6

Description

« For butt and fillet welding of ship-building, bridges, structural steel, steel buildings, machineries and
vehicles.

« Served as both carbon dioxide and mixture gas, and stable arc performance in almost welding current.
» A wide range of use due to low spatter and all welding position.
+ Suited for application of sheet metal on high welding current without burn through.

Typical chemical composition of wire (%)

C Si Mn P S
0.07 0.86 1563 0.012 0.007

Typical mechanical properties of all-weld metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C

AWS A5.18 min. 400 min. 480 min. 22 >27 CO2
EN ISO 14341-A min. 420 500~640 min. 20 >47 CO2
Example 450 550 30 70 COz

P 480 580 28 80 Mix
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 1.4 « DCEP (DC+)

Current Flat (PA/1G) 120 ~350 140 ~ 400 « CO2:100% CO2
(Amp.) Vertical (PF/3G) 50 ~180 100 ~ 250 Mix : Ar+20% CO2 (15~250/min.)

Overhead (PE/4G) 50~180 100 ~ 250

Approvals

ABS(CO2, MIX), BV, DNV(CO2, MIX), LR(CO2, MIX), KR, NK, RS, CCS, CWB, KS, JIS, TUV, DB
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

Z0-28

For mild steel and 490MPa tensile strength steel

Classifications

EN ISO 14341-A:2011 G 42 3 C1 3Si1 AWS A5.18:2005 ER70S-6
G 42 3 M21 3Si1 KS D 7025:2005 YGW12

EN ISO 14341-B:2011 G 49A 3 C1S6 JISZ3312:2009  YGW12
G 49A 3 M21 S6

Description

« For butt and fillet welding of ship-building, bridges, structural steel, steel buildings, machineries and
vehicles.

« Served as both carbon dioxide and mixture gas, and stable arc performance in almost welding current.
« A wide range of use due to low spatter and all welding position.
« Suited for application of sheet metal on high welding current without burn through.

Typical chemical composition of wire (%)

C Si Mn P S
0.07 0.86 153 0.012 0.007

Typical mechanical properties of all-weld metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C

AWS A5.18 min. 400 min. 480 min. 22 >27 CO2
EN ISO 14341-A min. 420 500~640 min. 20 >47 CO2
Example 450 550 30 70 COz

P 480 580 28 80 Mix
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 1.4 « DCEP (DC+)

currentHlat (PAN1G) 120~350 140 ~ 400 . CO2:100% CO2
(Amp) Vertical (PF/3G)  50~180 100 ~ 250 Mix : Ar+20% CO2 (15~250/min.)

Overhead (PE/4G) 50~180 100 ~ 250
Approvals

ABS(CO2, MIX), BV(COz2), DNV(MIX), LR(CO2, MIX), KR(MIX), NK(CO2, MIX), KS, JIS,TUV, DB
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

KC-29

For mild steel and 490MPa tensile strength steel

Classifications

EN SO 14341-A:2011 G 46 4 C1 4Si1 AWS A5.18:2005 ER70S-6

G 46 4 M21 4Si1 JISZ3312:2009 G55A4UC6
EN SO 14341-B:2011 G 49A 4U C1 S6

G 49A 4U M21 S6

Description

« For butt and fillet welding of ship-building, bridges, structural steel, steel buildings, machineries and
vehicles.

« Served as both carbon dioxide and mixture gas, and stable arc performance in almost welding current.

» A wide range of use due to low spatter and all welding position.

+ Suited for application of sheet metal on high welding current without burn through.

Typical chemical composition of wire (%)

C Si Mn P S
0.08 0.99 1.63 0.015 0.007

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -40C

AWS A5.18 min. 400 min. 480 min. 22 >27 CO2
EN ISO 14341-A min. 460 530~680 min. 20 > 47 CO2
Example 510 620 27 10 105 CO2

P 560 660 24 20 80 Mix
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 1.4 « DCEP (DC+)

currentHlat (PAN1G) 120 ~350 140 ~ 400 + C02:100% CO2
(Amp,) vertical (PF/3G) ~ 50~180 100 ~250 Mix : Ar+20% CO2 (15~25¢/min.)

" Overhead (PE/4G) 50~180 100 ~ 250
Approvals
TUV, DB

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

Z0-29

For mild steel and 490MPa tensile strength steel

Classifications

EN SO 14341-A:2011 G 46 4 C1 4Si1 AWS A5.18:2005 ER70S-6

G 46 4 M21 4Si1 JISZ3312:2009 G55A4UC6
EN SO 14341-B:2011 G 49A 4U C1 S6

G 49A 4U M21 S6

Description

« For butt and fillet welding of ship-building, bridges, structural steel, steel buildings, machineries and
vehicles.

« Served as both carbon dioxide and mixture gas, and stable arc performance in almost welding current.

« A wide range of use due to low spatter and all welding position.

« Suited for application of sheet metal on high welding current without burn through.

Typical chemical composition of wire (%)
C Si Mn P S

0.08 0.99 1.63 0.015 0.007

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -40C

AWS A5.18 min. 400 min. 480 min. 22 >27 CO2
EN ISO 14341-A min. 460 530~680 min. 20 > 47 CO2
Example 510 620 27 10 105 CO2

P 560 660 24 20 80 Mix
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 1.4 « DCEP (DC+)

currentHlat (PAN1G) 120 ~350 140 ~ 400 + C02:100% CO2
(Amp,) vertical (PF/3G) ~ 50~180 100~ 250 Mix : Ar+20% CO2 (15~25¢/min.)

" Overhead (PE/4G) 50~180 100 ~ 250
Approvals
TUV, DB

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

KC-70S2

For mild steel and 490MPa tensile strength steel

Classifications

ENISO 14341-A:2011 G 46 3 C1 2Ti AWS A5.18:2005 ER70S-2

G 46 3 M21 2Ti JISZ3312:2009 G49A3C2
ENISO 14341-B:2011 G 49A3C1S2

G 49A 3 M21 82

Description

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

vehicles.

« Suited for welding of rimmed or semi-killed steel due to contaning Al, Ti and Zr as strong deoxidants.

» Mainly used for single pass welding, and superior arc stability.
« Suited for welding of steels that demand for high impact values on low temperature.

Typical chemical composition of wire (%)

C Si Mn P S Ti Al
0.07 0.67 1.20 0.015 0.0M 0.07 0.08
Typical mechanical properties of all-weld metal
YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c
AWS A5.18 min. 400 min. 480 min. 22 >27 CO2
EN ISO 14341-B min. 390 490~670 min. 18 >27 02
Example 490 550 29 80 CO2
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 1.4 « DCEP (DC+)
currentFat (PANG) 120~350 140 ~ 400 « CO2:100% CO2
(Amp.) Vertical (PF/3G) 50 ~ 180 100 ~ 250 Mix : Ar+20% CO2 (15~25¢/min.)

Overhead (PE/4G) 50~180 100 ~ 250
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Gas Metal Arc Welding

Z0-55

For 540MPa tensile strength steel

Classifications

EN ISO 14341-A:2011 G500C12Z AWS A5.18:2005 ER70S-G
EN ISO 14341-B:2011 G 55A 0U C1S18 JISZ3312:2009  YGW18
Description

« For butt and fillet welding of machineries, bridges, heavy equipment and pressure vessels.

« Excellent mechanical properties on high heat input(40KJ/cm) or interpass temperature.(350°C)
« High deposition rate per unit time.

« Beautiful weld appearance due to excellent arc stability.

Typical chemical composition of wire (%)

C Si Mn P S Ti
0.07 0.92 1.92 0.012 0.004 0.18

Typical mechanical properties of all-weld metal

Y.S TS El. v (J) Remarks
(MPa) (MPa) (%) 0c

AWS A5.18 min. 400 min. 480 min. 22
EN ISO 14341-B min. 460 570~770 min. 17 >47 02
Example 580 640 27 170 02
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 1.4 « DCEP (DC+)
Current Flat (PA/1G) 120 ~350 140 ~ 400 « CO2:100% CO2 (15~25¢/min.)
(Amp.) Vertical (PF/3G)  50~180 100 ~ 250

P Overhead (PE/G) 50~180 100~ 250

Approvals
JIs

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

Z0-55R

For 540MPa tensile strength steel and welding robot

Classifications

AWS A5.18:2005 ER70S-G
JIS 73312:2009 YGW18

Description

« For robot welding of bridges, structural steel, steel buildings.

« Excellent mechanical properties on high heat input(40KJ/cm) or interpass temperature.(350°C)
+ High deposition rate per unit time.

« Suited for multi-pass welding due to low slag and easy to remove.

Typical chemical composition of wire (%)

C Si Mn P S Ti
0.08 0.63 1.42 0.009 0.01 0.03

Typical mechanical properties of all-weld metal

Y.S TS El. v (J) Remarks
(MPa) (MPa) (%) 0c
AWS A5.18 min. 400 min. 480 min. 22
JISZ3312 min. 460 550~740 min. 17 >70
Example 585 665 30 125 AsWeld
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 1.4 « DCEP (DC+)
Current Flat (PA/1G) 120 ~350 140 ~ 400 « CO2:100% CO2 (15~25¢/min.)
(Amp.) Vertical (PF/3G) ~ 50~180 100 ~ 250

Overhead (PE/4G) 50~180 100 ~ 250
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Gas Metal Arc Welding

Z0-60

For 590MPa tensile strength steel

Classifications
EN ISO 16834-A:2012 G552C12Z KS D 7025:2005 YGW21
EN ISO 16834-B:2012 G 62A 2U C13M1T JISZ3312:2009 G59JA1UC3MIT

AWS Ab.28:2005 ER80S-G

Description

« For butt and fillet welding of machineries, heavy equipments, pressure vessels and steel that demand
for creep-resistant in high temperature.

« Superior arc stability and X-ray soundness.
« Stable weldability on high welding current.
+ Beautiful weld appearance due to low spatter.

Typical chemical composition of wire (%)

C Si Mn P S Mo Ti
0.07 0.84 1.95 0.014 0.005 0.31 0.17

Typical mechanical properties of all-weld metal

Y.S TS El. v (J) Remarks
(MPa) (MPa) (%) -20C
AWS A5.28 min. 550
EN ISO 16834-B min. 530 620~820 min. 15 >47 02
Example 550 640 27 110 02
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 1.4 « DCEP (DC+)
Current Flat (PA/1G) 120 ~350 150 ~ 400 « CO2:100% CO2 (15~25¢/min.)
(Amp) Vertical (PF/3G)  80~180 100 ~ 250

Overhead (PE/4G) 80~180 100 ~ 250
Approvals

BV, NK, RS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



Gas Metal Arc Welding

Z0-90

For 620MPa tensile strength steel

Classifications

EN ISO 16834-A:2012 G 623 M21Z AWS A5.28:2005 ER90S-G

EN ISO 16834-B:2012 G 69A 3U M21 3M1T JISZ3312:2009 G 62A3M3M1T
Description

« For butt and fillet welding of machineries, heavy equipments, pressure vessels and steel that demand
for creep-resistant in high temperature.

« Superior arc stability and sound welds for X-ray test.
« Stable weldability on high welding current.
+ Beautiful weld appearance due to low spatter.

Typical chemical composition of wire (%)

C Si Mn P S Mo Ti
0.05 0.73 1.94 0.015 0.006 0.28 0.15

Typical mechanical properties of all-weld metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c
AWS A5.28 min. 620
EN ISO 16834-B min. 600 690~890 min. 14 >47 Mix
Example 680 740 24 10 Mix
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 1.4 « DCEP (DC+)
Current . lat(PA/1G) — 120~350 150 ~400 « Mix : Ar+20% CO2 (15~25¢/min.)
(Amp) Vertical (PF/3G)  80~180 100 ~ 250

Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

ZH-90

For 620MPa tensile strength steel

Classifications

EN ISO 16834-A:2012 G 62 6 M21 Mn3Ni1Mo AWS A5.28:2005 ER90S-G

EN ISO 16834-B:2012 G 69A 6U M21 N2M1T JISZ3312:2009 G62A6UMN2M1T
Description

« For butt and fillet welding of machineries, heavy equipments, pressure vessels and steel that demand
for creep-resistant in high temperature.

« Superior arc stability and sound welds for X-ray test.
« Stable weldability on high welding current.
+ Beautiful weld appearance due to low spatter.

Typical chemical composition of wire (%)

C Si Mn P S Ni Mo
0.09 0.54 131 0.004 0.001 0.99 0.32

Typical mechanical properties of all-weld metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -60C

AWS A5.28 min. 620
EN ISO 16834-B min. 600 690~890 min. 14 >47 Mix
Example 660 740 21 60 Mix
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 1.4 « DCEP (DC+)
Current . lat(PA/1G) — 120~350 150 ~400 « Mix : Ar+20% COz2 (15~25¢/min.)
(Amp) Vertical (PF/3G)  80~180 100 ~ 250

Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

ZH-100

For 690MPa tensile strength steel

Classifications
EN ISO 16834-A:2012 G 62 2 M21 Z Mn3Ni1.5Mo AWS A5.28:2005 ER100S-1/G

G 62 2 M13 Z Mn3Ni1.5Mo JIS 73312:2009 G 69 A2 M NACM21T
ENISO 16834-B:2012 G 69A 2U M21 NACM21T

G 69A 2U M13 N4CM21T

Description

« For butt and fillet welding of machineries, heavy equipments and pressure vessels.
« Stable weldability on high welding current.
+ Beautiful weld appearance due to low spatter with mixture gas.

Typical chemical composition of wire (%)

C Si Mn P S Ni Mo

0.05 0.26 154 0.008 0.006 2.00 0.35

Typical mechanical properties of all-weld metal

Y.S TS El. v (J) Remarks
(MPa) (MPa) (%) -50C
AWS A5.28 min. 610 min. 690 min. 16 > 68 Ar+2% 02
EN ISO 16834-B min. 600 690~890 min. 14 >47 Mix
Examole 700 760 20 70 Mix
P 720 780 22 130 Ar+2% 02
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 14 « DCEP (DC+)
current_Flat (PAN1G) 120 ~350 150 ~ 400 « Mix : Ar+20% CO2 (15~25¢/min.)
(Amp,) Vertical (PF/3G)  80~180 100 ~ 250 Ar+2% 02 (15~25¢/min)
Overhead (PE/4G) 80~180 100 ~ 250
Approvals
CWB,TUV, DB

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Gas Metal Arc Welding

ZH-100D

For 690MPa tensil strength steel

Classifications

EN1SO 16834-A:2012 G 62 2 M21 Z Mn3Ni1.5Mo AWS A5.28:2005 ER100S-1/G

G 62 2 M13 Z Mn3Ni1.5Mo JIS 73312:2009 G 69 A2 M NACM21T
EN SO 16834-B:2012 G 69A 2U M21 NACM21T
G 69A 2U M13 N4CM21T

Description

« For butt and fillet welding of military low alloy applications.
« Stable weldability on high welding current.
+ Beautiful weld appearance due to low spatter with mixture gas.

Typical chemical composition of wire (%)

C Si Mn P S Ni Mo
0.05 0.26 154 0.008 0.006 2.00 0.35

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -50C
AWS A5.28 min. 610 min. 690 min. 16 >68 Ar+2% 02
EN ISO 16834-B min. 600 690~890 min. 14 >47 Mix
Example 700 760 20 70 Mix
720 780 22 130 Ar+2% 02
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 14 « DCEP (DC+)
Current FI:-.xt (PA/1G) 120 ~350 150 ~ 400 « Mix : Ar+20% CO2
(Amp.) Vertical (PF/3G) 80 ~ 180 100 ~ 250 Ar+2% 02 (15~258/min)

Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

Z0-110

For 760MPa tensil strength steel

Classifications

EN ISO 16834-A:2007 G 69 4 M21 Mn3Ni1CrMo
AWS Ab.28:2005 ER110S-G

Description

« For butt and fillet welding of construction machine, heavy equipment and pressure vessels.

« Stable weldability on high welding current.

+ Beautiful weld appearance due to low spatter with mixture gas.

Typical chemical composition of wire (%)

C Si Mn P

S Ni Mo

0.08 0.52 1.68 0.002 0.003 141 0.24

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -40c
AWS A5.28 min. 760
EN ISO 16834-B min. 690 770-940 min. 17 >47 Ar+20% CO2
Example 756 844 18 100 Ar+20% CO2
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 14 « DCEP (DC+)

current_Flat (PAN1G) 120~350 150 ~ 400 « Mix : Ar+20% CO2
(Amp,) Vertical (PF/3G)  80~180 100 ~ 250 Ar+5% CO2 (15~25¢/min)

Overhead (PE/AG) 80~180 100 ~ 250
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Gas Metal Arc Welding

ZH-120

For 830MPa tensile strength steel

Classifications

EN IS0 16834-A:2012 G 69 6 M212Z AWS A5.28:2005 ER120S-G
EN ISO 16834-B:2012 G 83A 6U M21 G JISZ3312:2009 G78A6MO
Description

« For butt and fillet welding of construction machine, heavy equipment and pressure vessels.
« Stable weldability on high welding current.
+ Beautiful weld appearance due to low spatter with mixture gas.

Typical chemical composition of wire (%)

C Si Mn P S Ni Mo
0.06 0.52 1.48 0.002 0.003 3.42 0.57

Typical mechanical properties of all-weld metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -60°C

AWS A5.28 min. 830

EN ISO 16834-B min. 745 830~1030 min. 12 >47 Mix

Example 820 890 16 100 Mix
880 940 15 100 Ar+5% CO2

Operating data Polarity and Shielding gas

Dia.(mm) 1.2 14 « DCEP (DC+)
current . FIat(PANG) — 120~350 150 ~ 400 « Mix : Ar+20% CO2 (15~25¢/min.)
(Amp,) _Vertical (PF/3G) ~ 80~180 100 ~250 Ar+5% CO2 (15~25¢/min)

Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

Z0-120

For 830MPa tensil strength steel

Classifications

EN ISO 16834-A:2012 G 79 4 M21 Mn4Ni2CrMo
AWS Ab.28:2005 ER120S-G

Description

« For butt and fillet welding of construction machine, heavy equipment and pressure vessels.
« Stable weldability on high welding current.

+ Beautiful weld appearance due to low spatter with mixture gas.

Typical chemical composition of wire (%)

C Si Mn P S Ni Mo
0.10 0.80 1.80 0.010 0.005 1.90 0.54

Typical mechanical properties of all-weld metal

YS TS El. IV (J) Remarks

(MPa) (MPa) (%) -40C

AWS A5.28 min. 830

EN ISO 16834-A min. 790 880~1080 min. 16 >47 Mix

Example 890 950 21 66 Mix
870 930 22 110 Ar+2% 02

Operating data Polarity and Shielding gas

Dia.(mm) 1.2 1.4 « DCEP (DC+)
Current . HIat(PAG) — 120~350 150 ~ 400 « Mix : Ar+20% CO2 (15~25¢/min.)
(Amp.) Vertical (PF/3G)  80~180 100 ~ 250 Ar+2% 02 (15~25/min)

Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

KC-80D2

For 0.5%Mo heat-resistant steel

Classifications

AWS A5.28:2005 ER80S-D2 JISZ3317:2011  YGM-C
KS D 7120:2005 YGM-C

Description

« For butt and fillet welding of structural steels, boiler and pressure vessels such as 0.5%Mo
heat-resistant steel.

« Excellent property of heat-resistant due to alloying Mo.
« Superior tensile strength and impact values after PWHT.
+ Beautiful weld appearance due to excellent arc stability and low spatter.

Typical chemical composition of wire (%)

C Si Mn P S Mo
0.08 0.58 1.85 0.014 0.009 0.46

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c
AWS A5.28 min. 470 min. 550 min. 17 >27 CO2
Example 610 690 25 60 CO2
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 14 « DCEP (DC+)
Current Flat (PA1G) 120 ~350 150 ~ 400 « C02:100% CO2 (15~25¢/min.)
(Amp.) Vertical (PF/3G) 80 ~ 180 100 ~ 250

Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

KC-81CMA

For 1.25%Cr-0.5%Mo heat-resistant steel

Classifications

AWS A5.28:2005 ER80S-G JIS 7 3317:2011

KS D 7120:2005 YG1CM-A

Description

G 55M-1CM3

« For butt and fillet welding of power stations, heat exchanger and oil refineries such as 1.25%Cr-0.5%Mo

heat-resistant steel.
« Excellent property of heat-resistant due to alloying Cr and Mo.
« Superior tensile strength and impact values after PWHT.
+ Beautiful weld appearance due to low spatter with mixture gas.

Typical chemical composition of wire (%)

C Si Mn P S Cr Mo
0.07 0.64 1.06 0.009 0.009 1.31 0.48
Typical mechanical properties of all-weld metal
YS TS El. IV (J) Remarks
(MPa) (MPa) (%) 20C
AWS A5.28 min. 550
JIS Z 3317 min. 460 min. 560 min. 19 >47 PWHT
Example 510 620 25 108(@0T)  PWHT, Mix

* PWHT : Postweld heat treatment (690°Cx1Hr.)

Operating data Polarity and Shielding gas
Dia.(mm) 12 14 - DCEP (DC+)
Current . 1at(PAZ1G)  120~350 150 ~ 400 « Mix : Ar+20% CO2 (15~25¢/min.)

Vertical (PF/3G)  80~180 100 ~ 250
Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

KC-80SB2

For 1.25%Cr-0.5%Mo heat-resistant steel

Classifications

EN ISO 21952-B:2012 G 55 M13 1CM KS D 7120:2005 YG1CM-G
AWS A5.28:2005 ER80S-B2 JISZ3317:2011 G 55A-1CM
Description

« For butt and fillet welding of power stations, heat exchanger and oil refineries such as 1.25%Cr-0.5%Mo
heat-resistant steel.

« Excellent property of heat-resistant due to alloying Cr and Mo.
« Superior tensile strength and impact values after PWHT.
+ Beautiful weld appearance due to low spatter with mixture gas.

Typical chemical composition of wire (%)

C Si Mn P S Cr Mo
0.09 0.54 0.51 0.015 0.006 1.26 0.45

Typical mechanical properties of all-weld metal

Y.S TS El. IV {J) Remarks
(MPa) (MPa) (%) 0t
AWS A5.28 min. 470 min. 550 min. 19 PWHT, Ar+2% O2
EN ISO 21952-B min. 470 min. 550 min. 17 PWHT
Example 500 580 25 80 PWHT, Ar+2% O2

* PWHT : Postweld heat treatment (620°Cx1Hr.)

Operating data Polarity and Shielding gas
Dia.(mm) 1.2 14 « DCEP (DC+)
current . Flat (PAN1G) 120~350 150 ~ 400 « Ar+20% 02 (15~250/min.)

Vertical (PF/3G)  80~180 100 ~ 250
Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

KC-80SB2MnV

For 1.25%Cr-0.5%Mo-V heat-resistant steel

Classifications
AWS A5.28:2005 ER80S-G

Description

« For butt and fillet welding of power stations, heat exchanger and oil refineries such as 1.25%Cr-0.5%Mo
heat-resistant steel.

« Excellent property of heat-resistant due to alloying Cr and Mo.

« Superior tensile strength and impact values after PWHT.

+ Beautiful weld appearance due to low spatter with mixture gas.

Typical chemical composition of wire (%)

C Si Mn P S Cr Mo \
0.08 0.73 1.40 0.01 0.006 1.1 0.55 0.25

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20T

AWS A5.28 min. 550
Example 730 800 22 45 PWHT, Ar+10% CO2

P 720 790 21 105 PWHT, Ar+20% CO2
* PWHT : Postweld heat treatment (730°Cx1Hr.)
Operating data Polarity and Shielding gas

Dia.(mm) 1.2 14 « DCEP (DC+)

current . et (PAN1G) 120 ~350 150 ~ 400 « Mix : Ar+20% CO2 (15~25¢/min.)
(Amp.) Vertical (PF/3G) ~ 80~180 100 ~ 250

Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

KC-90SB3

For 2.25%Cr-1%Mo heat-resistant steel

Classifications

EN ISO 21952-B:2012 G 62 M13 2C1M KS D 7120:2005 YG2CM-G
AWS A5.28:2005 ER90S-B3 JISZ3317:2011 G 62A-2C1M
Description

« For butt and fillet welding of power stations, heat exchanger and oil refineries such as 2.25%Cr-1%Mo
heat-resistant steel.

« Excellent property of heat-resistant due to alloying Cr and Mo.
« Superior tensile strength and impact values after PWHT.
+ Beautiful weld appearance due to low spatter with mixture gas.

Typical chemical composition of wire (%)

C Si Mn P S Cr Mo
0.09 0.47 0.66 0.01 0.014 2.31 1.00

Typical mechanical properties of all-weld metal

Y.S TS El. vV (J) Remarks
(MPa) (MPa) (%) 20°Cc
AWS A5.28 min. 540 min. 620 min. 17 PWHT, Ar+2% 02
EN ISO 21952-B min. 540 min. 620 min. 15 PWHT
Example 570 660 24 80 PWHT, Ar+2% 02

* PWHT : Postweld heat treatment (690°Cx1Hr.)

Operating data Polarity and Shielding gas
Dia.(mm) 1.2 14 « DCEP (DC+)

current . Flat (PAN1G) 120~350 150 ~ 400 « Ar+20% 02 (15~250/min.)

(Amp,) Vertical (PF/3G)  80~180 100 ~ 250

Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

KC-90SB9

For 9%Cr-1%Mo-V heat-resistant steel

Classifications

EN1SO 21952-A:2012 G CrMo91 AWS A5.28:2005 ER90S-B9
EN SO 21952-B:2012 G 62 M12 9C1MV

Description

« For butt and fillet welding of power plant, heat exchanger and oil refineries such as 9%Cr-1%Mo-V
heat-resistant steel.

« Excellent Creep strength, toughness, fatigue life, and corrosion resistance at elevated temperatures.

« Proper tungsten electrode extension from the tip of torch is 4~6mm in general.

« Preheat at 150°C to 300°C and post weld heat treatment at 740°C to 780°C is necessary according to the

plate thickness, type of steels, shape of base metals or under high restriction.
Typical chemical composition of wire (%)

C Si Mn P S Cr Mo
0.10 0.23 0.75 0.005 0.002 9.10 0.94

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20C
AWS A5.28 min. 410 min. 620 min. 16 - PWHT, Ar+5% CO2
EN 21952-A min. 415 min. 585 min. 17 247 PWHT
EN 21952-B min. 410 min. 620 min. 15 - PWHT
Example 540 750 20 90(@ot) PWHT, Ar+5% CO2
* PWHT : Postweld heat treatment (760 Cx2Hrs.)
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 1.4 « DCEP (DC+)
Current Flat (PA/1G) 120 ~350 150 ~ 400 « Mix : Ar+5% COz2 (15~258/min.)

Vertical (PF/3G)  80~180 100 ~ 250
Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

KC-90SB9W

For 9%Cr-0.5%Mo-Nb-V-W heat-resistant steel

Classifications
AWS A5.28:2005 ER90S-B9 (mod.)

Description

« For butt and fillet welding of power plant, heat exchanger and oil refineries such as 9%Cr-0.5%Mo-Nb-VW
heat-resistant steel.

« Excellent Creep strength, toughness, fatigue life, and corrosion resistance at elevated temperatures.

« Preheat at 150°C to 300°C and post weld heat treatment at 740°C to 780°C is necessary according to the
plate thickness, type of steels, shape of base metals or under high restriction.

Typical chemical composition of wire (%)
C Si Mn P S Cr Mo

0.10 0.24 0.54 0.007 0.003 8.88 0.43

Typical mechanical properties of all-weld metal

s 1S El Remarks
(MPa) (MPa) (%)
AWS A5.28 min. 620
Example 780 870 17 PWHT, Ar+5% CO2
670 785 18 PWHT, Ar+10% CO2

* PWHT : Postweld heat treatment (760 Cx2Hrs.)

Operating data Polarity and Shielding gas
Dia.(mm) 1.2 14 « DCEP (DC+)

current . Flat (PAN1G) 120~350 150 ~ 400 + Ar+5%C02 (15~25¢/min.)

(Amp.) Vertical (PF/3G) 80~ 180 100 ~ 250 + Ar+10%CO2 (15~25¢/min.)

Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

KC-80SNi1

For 550MPa low temperature service steel(1.0%Ni)

Classifications
AWS A5.28:2005 ER80S-Ni1

Description

« It is designed for welding of 550MPa high tensile steel for low temperature service of below -45°C.
« suited for welding 1%Ni steel and other low temperature for low temperature pressure vessel, tank

and pipe.
« Very good weldability in out of position work.

Typical chemical composition of wire (%)

C Si Mn P S Ni
0.09 0.63 1.11 0.009 0.008 0.83
Typical mechanical properties of all-weld metal
Y.S TS EL IV (J) Remarks
(MPa) (MPa) (%) -45°c
AWS A5.28 min. 470 min. 550 24 27
124(@-45%)

Example 576 675 34 92(@-60°C) As Weld
Operating data Polarity and Shielding gas

Dia.(mm) 12 14 - DCEP (DC+)

Current Flat (PA/1G) 120 ~350 150 ~ 400
Vertical (PF/3G)  80~180 100 ~ 250
" Overhead (PE/4G) 80~180 100~ 250

KISWEL
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Classifications

EN SO 14341-A:2011 G 46 6 M13 2Ni2
AWS A5.28-2005 ER80S-Ni2

Description

For 550MPa low temperature service steel(2.0%Ni)

Gas Metal Arc Welding

KC-80SNi2

« Itis designed for welding of 550MPa high tensile steel for low temperature service of below -60°C.
« suited for welding 2%Ni steel and other low temperature for low temperature pressure vessel, tank

and pipe.
« Very good weldability in out of position work.

Typical chemical composition of wire (%)

c Si Mn S Ni
0.09 0.52 1.08 0.007 0.005 2.30
Typical mechanical properties of all-weld metal
Y.S TS El. v (J) Remarks
(MPa) (MPa) (%) -60C
AWS A5.28 min. 470 min. 550 24 27
45(@-60C)
Example 624 716 35 41(@-70¢) PWHT
* PWHT : Postweld heat treatment (620°Cx1Hr.)
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 14 « DCEP (DC+)
Current Flat (PA/1G) 120~350 150 ~ 400 « Mix : Ar+2% 02 (15~25¢/min.)
(Amp.) Vertical (PF/3G)  80~180 100 ~ 250

Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

KC-80SNi3

Classifications
AWS A5.28:2005 ER80S-Ni3

Description

For 550MPa low temperature service steel(3.0%Ni)

« Itis designed for welding of 550MPa high tensile steel for low temperature service of below -75°C.
« suited for welding 2%Ni steel and other low temperature for low temperature pressure vessel, tank

and pipe.
« Very good weldability in out of position work.

Typical chemical composition of wire (%)

C Si Mn P S Ni
0.02 0.61 1.00 0.007 0.010 3.40
Typical mechanical properties of all-weld metal
Y.S TS El. v (J) Remarks
(MPa) (MPa) (%) -75C
AWS A5.28 min. 470 min. 550 24 27
177(@-60)
Example 494 583 33 101(@-75¢) PWHT
* PWHT : Postweld heat treatment (620°Cx8Hrs.)
Operating data Polarity and Shielding gas
Dia.(mm) 1.2 14 « DCEP (DC+)
current . et (PAN1G) 120~350 150 ~ 400 « Mix : Ar+2% Oz (15~25¢/min.)
(Amp.) Vertical (PF/3G)  80~180 100 ~ 250

Overhead (PE/4G) 80~180 100 ~ 250
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Gas Metal Arc Welding

WELDING CONDITION

As the appearance and properties of the deposited weld metal varies broadly in accordance with the
welding conditions, select the welding conditions carefully.
The welding conditions and their effects are shown in Fig.1.

Torch angle

Wire diameter

Shielding gas

Distance
between

tip and base
metal

Nozzle height

Welding
current

Surface of base plate

Arc length
(Voltage)

If it is leaned to opposite to welding direction
(D Weld metal width becomes narrow.

(2 Reinforcement of welds becomes high.

) Penetration becomes deep.

If it is too large |
@ Spatter loss becomes high. /
(2 Arc becomes unstable.

@) Penetration becomes shallow.

If the gas flow is little or the wind is strong,
porosity appears. The transfer mode of molten
drop varies in accordance with the type of gas.

It becomes long (wire feeding speed is fixed
(D Welding current decreases.
@ Arc length becomes long.

@3 Penetration becomes shallow. —_

Ifitis too high \—v—/,; 17
@ Porosity appears.

If it is too low; AN N
@ Nozzle is prone to clogged with spatters, . .

@ Long time welding is impossible. Welldmg direction

@ It is difficult to see the welding line.

If it becomes high

(@ Weld metal width becomes wide.

@ Reinforcement of welds becomes high.

() Spatter loss becomes low.

If much oil and rust are on it, porosity appears.

If it becomes long Welding speed

@ Weld metal width becomes wide.

@ Reinforcement of welds becomes
low.

Q) Penetration becomes shallow.

@ The undercuts are prone to appear.

If it becomes high

@ Weld metal width becomes narrow.
(2) Penetration becomes shallow.

@3 Reinforcement of welds becomes low.
@ The undercuts are prone to appear.

Fig. 1. Welding conditions and their effects
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Gas Metal Arc Welding

PAILPACK

Typical applications

The large-packaged wire reduces the time loss for changing the wire, which is particularly effective for
robotic welding and other automatic welding.

Typical chemical composition of all-weld-metal (%)

Dia.{mm) Weight (kg) Outer Dia.(ml::;::Height (mm) The
0.8,0.9, 1.0 200, 250 507x820 Small Pack
250 507x820 Small Pack
12,14 300 507x870 Small Pack
350,400 660x820 Large Pack
450 660x870 Large Pack
1.6 350, 400 660x820 Large Pack
450 660x870 Large Pack

Suggestions for handling
(@ Please load and fix at pallet when conveying. Use cart to keep on the horizontal status when
transporting separately.

@ Please clean up the inside of cable once or twice a week for smooth supply of wire.
(Use high pressure air)

(@) Use the press board in the pack as equipped status when supplying.
Do not lift up or pull out while using, it may cause the tangle.

@ Before use, remove and pull out silica-gel to remove the moisture in the pack or spring for fixing to
prevent trembling during transfer.

®) The pack might get humid, so keep it at the dry place.
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Gas Metal Arc Welding

PAILPACK

Rubber tube

\ Adapter
/ Nut for cable connection

Head Cap
Conduit cable

Press board
Handle

Press board fixing band
Wire
Spring for fixing Drum
Silica-gel
Rubber tube
Plug

Fig. 2 . Schematic of pailpack

Typical applications

(D Please open up the cover and pull out the silica-gel and spring for fixing outside of the pack.

@ Fix up the head cap on the pack and link projecting bolt on the upper part of head cap with the
adapter of cables.

@) Please link the part of rubber safety-tube to cables with welder suppling device using the fixing
device.

@ Please use with withdrawing through the withdrawal device by cutting the wire fixed on the press
valve inside of the pack.
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Flux Cored Arc
Welding Wires







Notes on usage

General information

(D Since Flux cored wire is softer than solid MIG wire, do not excessively tighten the pressure roller in wire
feeder.

@ At flat butt welding, back-step process makes penetration stable. At horizontal position and over head
position, straight sequence is good for getting flat bead appearance.

@ At horizontal fillet welding to primer-coating plate, blowhole defects such as pit, gas hole are apt to
occure easily. Therefore, appropriate selection of wire and parameter setting for welding primer-coating
plates are necessary.

@ When welding is done in excessive heat input and excessive welding currents, there are possibility to
lower mechanical properties of a weld metal.

®) As cold cracks are caused by diffusible hydrogen, In general, it is necessary to remove it by selecting
proper preheat and interpass temperature depending upon welding process.
Normally as tensile strength becomes higher It is better to apply higher preheat and interpass temperature.

® When heat input is excessive, the impact value tends to be reduced. Therefore, perform welding with
selecting proper heat input according to the required impact value.

@ Since rust, oil and dirt are apt to make welding defects such as pit, blowhole, Please remove them from
the groove by grinder for instance before welding.

In order to minimize cracking of hardsurfacing, the followings must be taken into account :

@ Preparation of base metal @ Heat and temperature control © Penetration
@ Welding distortion @ Underlaying
Welding power source

Use a DC power source with constant voltage and the polarity DC-EP except several self shielded items.

Shielding gas

Use COz2 for shielding gas for general applications. Ar+CO2 mixtures with 20~50% CO2 can also be used,
but compared with CO2, porosity(pit and blowhole) is apt to occur. in welding with an Ar+CO2 mixture
should be 5mm longer than in use of CO2.

Wire extension

Keep the wire extension at about 15mm for 0.9mm wire and 15~20mm for 1.2mm and 1.6mm wire. The
use of a shorter wire extension may cause pit and wormhole. The wire extension in welding with an
Ar+CO2 mixture should be 5mm longer than in use of CO2.
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Notes on usage

Protection against wind

When wind velocity at the vicinity of an arc is more than 1m/sec. Blowhole is apt to occur and dissolution
of nitrogen into the weld metal may deteriorate slag removal and decrease the ferrite content of the weld

metal in case of stainless flux cored wire, thereby causing hot cracking. To prevent these problems. use an
adequate shielding gas flow rate and a windscreen.

Welding fumes

Flux cored wires generate much more welding fumes in terms of the amount of fumes at unit time in

comparison with that of covered electrodes. To protect welders from harmful welding fumes, be sure to
use a local ventilator and an appropriate respirator.

Storage of wire

Once Flux cored wire picked up moisture, it cannot be dried at high temperature, unlike covered electrode.
If a wire was left in a wire feeder in a high-temperature high-humidity atmosphere in summer season,
a wet environment in rainy season or a dewfall environment at night in winter was unpacked, the wire
should be kept in an area of low humidty.

% Temp. below 30°C relative humidity below 60%
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ISO recommendation of welding condition

classified by welding position
CO2 shielding gas, DCEP

100%C0z shielding gas
PA 1G/1F
[""Dia " Curent  Voltage |
(mm) (A) (v) PA 2F
PE 5G1/6G 12 180~280 25~31 Dia Current Voltage
(mm) (A) (v)
["Dia " Current  Voltage | 14 180-340  25~32
(mm) (A) (v) 5 200~380 2032 1.2 180~300 25~32
1.2 180~240 26~30 - 1.4 190~340 26~32
1.4 190~240  26~30 PA 1G/1F 1.6 200~380  24~32
A,
&
%
PF 3Gt /3F! PC 2G
ia urren oltage Dia Current Voltage
(mm) (A) (v) 5  (mm) (A) (v)
1.2 160~240 26~30 PF 0 1.2 180~240 25~30
: 3G 1/3F! /5G N :
14 160~250 25~31 T o 1.4 180~260 24~31
16 180~260  25~31 3G | /3F! 16 200280 25~30
PG <
PF 3G!| /3F! O PD 4F
m Qo Dia Current Voltage
(mm) (A) (v) (mm) (A) (v)
1.2 160~220 25~28 1.2 180~250 24~30
14 180-240  24~30 PE 4G 1.4 190-240  25-31
Dia Current Voltage 16 220~250 26~31
(mm) (A) (v)
1.2 160~240 25~28
1.4 160~240 24~30
PE 4G

Ar+C0z or Ar+02 shielding gas

- ltis a general application that mixture gas normally use the lower 1~2 voltage than 100% COz2 gas.
* 98%Ar-2%02 mixture most used thin plates shall be selected arc voltage about 22~26V.

The welding usage range of other big diameter products (Flat and H-fillet)

welding parameter 2.0(mm) 2.4(mm) 3.2(mm)
welding current 250~500 300~600 350~700
welding voltage 28~36 29~38 30~40

* Self-shideld FCW should be limited arc voltage about 23~27V that help crack resistance to control.
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K-61T

For 420MPa high tensile steel

Classifications

EN ISO 17632-B:2015 T43Z T1-1M21A AWS A5.20-2005(R2015) E61T-G

JIS Z 3313-2009 T430 T1-1MA H10 AWS A5.36-2016 E61T1-M21AY-G
KS D 7104-2012 YFW-A430R

Description

» K-61T is designed for MAG welding of POS-AG steel and low silicon steel for all-position welding
applications.

« Itis applicable to use 400MPa class tensile strength steel welding.

« Itis controll to lower Si component, so suitable for making zinc primer coated tank.

« Wire is a titania type flux cored wire that provides smooth arc, good slag removal and bead shape.

Welding positions Polarity & shielding gas

a l * Mix : Ar+20% CO2 (15~25&/min)
S h_ — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S
Mix 0.03 0.12 0.80 0.013 0.009

Typical mechanical properties of all-weld metal
Y.S TS El IV (J)

(MPa) (MPa) (%) 0c Remarks
AWS A5.20 min. 330 430~600 min. 22
EN ISO 17632-B min. 330 430~600 min. 20
Example 520 580 29 30 Mix
Notes on usage and welding condition Package
* Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
» We are recommend under the propriety welding Spool (kg) 5,12.5,15, 20
condition, Because it is difficult to V-up welding for high Pailpack (kg) 100 ~ 300
current.
Approvals
KS, JIS, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-70T

For 490MPa high tensile steel

Classifications
EN ISO 17632-A:2015 T42 0R C13H10 AWS A5.20-2005(R2015) E70T-1C/-1M

T46 0 R M21 3 H10 AWS A5.36-2016 E70T1-C1/M21A0-CS1-H8
EN ISO 17632-B:2015  T49 0 T1-0C1(M21)A-U H10 KS D 7104-2012 YFW-C(A)50DM

JIS Z 3313-2009 T49J 0 T1-0C/MA-U H10

Description

« It is designed for welding of 490MPa high tensile steels with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

» Wire is a metal type of flux cored wire for flat and horizontal position welding.

« It has better excellent deposition rate and provides smooth arc, low spatter levels.

Welding positions Polarity & shielding gas
% + C02:100% CO2,
N Mix : Ar+20% COz2 (15~25¢/min)
« DCEP (DC+)
Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S
€02 0.03 0.50 1.45 0.014 0.010

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -20C
AWS A5.20 min. 390 490~670 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >47
Example 520 580 29 70 55 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« ltis possible to use the 100% CO2 & mixed gas, but you Spool (kg) 5,12.5, 15, 20
can get more advantage of welding properties when Pailpack (kg) 100 ~ 300

weld with 100% COz gas.
Approvals

KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-71T

For 490MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T420P C11H10 AWS A5.20-2005(R2015)  E71T-1C

EN ISO 17632-B:2015 T49 0 T1-1C1A-U H10 AWS A5.36-2016 E71T1-C1A0-CS1-H8
JIS 7 3313-2009 T49J 0 T1-1CA-U H10 KS D 7104-2012 YFW-C50DR
Description

« It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

» Wire is a titania type of flux cored wire for all-position welding.

« It feature excellent mechanical properties, easy slag removal, low spatter generation, smooth bead
shape, high X-ray safety.

Welding positions Polarity & shielding gas
z l + C02:100% COz2 (15~25&/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S
CO2 0.04 0.55 1.25 0.015 0.0M

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -20c
AWS A5.20 min. 390 490~670 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >47
Example 520 580 29 70 50 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6
» When heat input is excessive, the impact value tends Spool (kg) 5,125, 15, 20
to be reduced. Therefore, perform welding with Pailpack (kg) 100 ~ 300

selecting proper heat input.

Approvals

ABS, BV, DNV, LR, KR, NK, RINA, RS, CCS, CWB, KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-71TLF

For 490MPa high tensile steel

Classifications
EN ISO 17632-A:2015 T422P C11H5 AWS A5.20-2005(R2015) E71T-1C/-1IM
T462 P M21 1 H10 AWS A5.36-2016 E71T1-C1A2-CS1-H8
EN ISO 17632-B:2015 T49 2 T1-1C1A-U H5 E71T1-M21A2-CS1-H8
T49 2 T1-1M21A-U H10 KS D 7104-2012 YFW-C(A)50DR

JIS 7 3313-2009 T492 T1-1C/M A-U H10

Description

« It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.
« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

» Wire is a titania type of flux cored wire for all-position welding general fabrications.
« It provides low fume generation and has good impact strength at low temperatures.
« It also provides excellent usability with stable arc, less spatter levels, smooth bead shape.

Welding positions Polarity & shielding gas
z l + C02:100% COz2 (15~258/min)
[ h_ — Mix : Ar+20% CO2 (15~25¢/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S

CO2 0.03 0.38 1.35 0.015 0.010

Typical mechanical properties of all-weld metal

Y.S TS El IV (J) Remarks
(MPa) (MPa) (%) -20T -30T

AWS A5.20 min. 390 490~670 min. 22 >27

EN ISO 17632-B min. 390 490~670 min. 18 >47

Example 520 570 28 80 50 CO2
Notes on usage and welding condition Package

« Refer to page 229~231 for more information on usage Dia. (mm) 1.2 14 1.6

+ When heat input is excessive, the impact value tends Spool (kg) 5,12.5, 15, 20

to be reduced. Therefore, perform welding with selecting Pailpack (kg) 100 ~ 300

proper heat input

» When you use to Ar+CO2 mixture gas, you should be
lower 1~2 voltage than 100% CO2 gas

Approvals

ABS, BV, DNV, LR, KR, NK, RINA, RS, CCS, CWB, JIS, TUV, CE, DB
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-71TM

For 490MPa high tensile steel

Classifications
EN ISO 17632-A:2015 T420R C11H5 AWS A5.20-2005(R2015) E71T-1C/-IM

T46 0 R M21 1 H10 AWS A5.36-2016 E71T1-C1/M21A2-CS1-H8
EN 1SO 17632-B:2015 T49 2 T1-1C1A-U H5 KS D 7104-2012 YFW-A(C)502R

T49 2 T1-1IM21A-U H10
JIS 7 3313-2009 T49 2 T1-1C/MA-U H10

Description

« It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

+ Wire is a titania type of flux cored wire for all-position welding.
» The shielding gas should be used Ar+20~25%COz2 for welding, low spatter generation, smooth bead
shape, high X-ray safety.

Welding positions Polarity & shielding gas
% ' * Mix : Ar+20% CO2 (15~25&/min)
N 1] — €02: 100% CO2 (15~258/min)
« DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S
Mix 0.03 0.59 1.44 0.013 0.010

Typical mechanical properties of all-weld metal
YS TS El. IV (J)

(MPa) (MPa) (%) 20¢ 30c  nemarks

AWS A5.20 min. 390 490~670 min. 22 >27

EN ISO 17632-B min. 390 490~670 min. 18 >27

Example 550 610 30 65 50 Mix
Notes on usage and welding condition Package

« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6

+ When you use the mixture gas, get a good weldbility. Spool (kg) 5,12.5, 15, 20

Pailpack (kg) 100 ~ 300

Approvals

ABS, BV, DNV, LR, RINA, TUV, CE, KS, JIS, CWB
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-71TMJ

For 490MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T46 4 P M21 1 H5 AWS A5.20-2005(R2015) E71T-1MJ

EN ISO 17632-B:2015 T49 4 T1-1M21A-U H5 AWS A5.36-2016 E71T1-M21A4-CS1-H4
JIS 7 3313-2009 T49 4 T1-1MA-U H5 KS D 7104-2012 YFW-A502R
Description

« Itis designed for the welding of 490MP high tensile steels with Ar+20%CO:z shielding gas.
« Typical applications include railcar, automotive machinery, shipbuilding, bridges, heavy equipment etc.
« This wire is a titania type of flux cored wire for all-position welding.

« It features excellent mechanical properties, easy slag removal, low spatter generation, and good
impact value at low temperatures down to -40°C.

Welding positions Polarity & shielding gas

% ' * Mix : Ar+20% CO2 (15~25&/min)
N 1] — - DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas c si Mn P s Ni

Mix 0.03 0.40 1.38 0.012 0.01 0.02

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -40C
AWS A5.20 min. 390 490~670 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >47
Example 610 640 27 85 65 Mix
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« When heat input is excessive, the impact value tends Spool (kg) 5,12.5,15, 20
to be reduced. Therefore, perform welding with Pailpack (kg) 100 ~ 300

selecting proper heat input.

Approvals

ABS, BV, DNV, LR, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-71T Plus

For 490MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T42 2 P C1/M21 1 H10 AWS A5.20-2005(R2015) E71T-9C/-9M

EN ISO 17632-B:2015 T49 3 T1-1C1(M21)A H10 AWS A5.36-2016 E71T1-C1/M21A2-CS1-H8
JIS 7 3313-2009 T49 3 T1-1C/MA H10 KS D 7104-2012 YFW-C(A)502R
Description

« It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

» Wire is a titania type of flux cored wire for all-position welding.
« It also provide excellent usability with stable arc, less spatter levels, smooth bead shape.

Welding positions Polarity & shielding gas
% ' » C0O2:100% CO2 (15~25¢/min)
N 1] — « Mix : Ar+20% CO2 (15~25¢/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S
CO2 0.03 0.40 1.20 0.015 0.012

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks

(MPa) (MPa) (%) -20C -30c
AWS A5.20 min. 390 490~670 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >27
Example 560 600 28 80 60 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6
« When heat input is excessive, the impact value tends Spool (kg) 5,125, 15,20

to be reduced. Therefore, perform welding with selecting. Pailpack (kg) 100 ~ 300

Approvals
ABS, CWB

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-70TB

For 490MPa high tensile steel (Basic type)

Classifications

EN ISO 17632-A:2015 T46 2 B M213 H5 AWS A5.20-2005(R2015) E70T-5M

EN ISO 17632-B:2015 T49 3 T5-0M21A H5 AWS A5.36-2016 E70T5-M21A2-CS1-H4
JIS 7 3313-2009 T49 2 T5-OMA-U H5 KS D 7104-2012 YFW-A502B
Description

« Itis designed for welding of 490MPa high tensile steel with only Ar/CO2 mixtures.
» Wire is a fully basic type of flux cored wire for flat and horizontal position welding.

« It has good CVN toughness at low temperatures and the weldability is excellent with lower crack
susceptibility.

Welding positions Polarity & shielding gas
% * Mix : Ar+20% CO2 (15~25&/min)
N + DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas c Si Mn P s
Mix 0.04 0.34 130 0.015 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30C
AWS A5.20 min. 390 490~670 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >27
Example 490 550 29 80 60 Mix
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« Basic type is more generate a fume, so you have to use Spool (kg) 5,125, 15, 20
the ventilation system in small space. Pailpack (kg) 100 ~ 300

Approvals

KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-71TB

For 490MPa high tensile steel (Basic type)

Classifications
EN ISO 17632-A:2015 T422BC11H5 AWS A5.20-2005(R2015)E71T-5C/-5M

T462 B M21 1 H5 AWS A5.36-2016 E7175-C1/M21A2-CS1-H8
EN ISO 17632-B:2015 T49 3 T5-1C1(M21)A H5 KS D 7104-2012 YFW-C(A)5028B

JIS Z 3313-2009 T49 2 T5-1 C/MA-U Hb

Description

« Itis designed for welding of 490MPa high tensile steel.

» Served as both carbon dioxide and mixture gas.

« It has excellent CVN impact properties at sub-zero temperatures.

+ Wire is a fully basic type of flux cored wire for all-position welding.
« It provide good arc stability, low spatter generation.

Welding positions Polarity & shielding gas
z | + C02:100% CO2 (15~25¢/min)
N ll_ Mix : Ar+20% COz2 (15~25¢/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S
CO2 0.02 0.60 1.60 0.015 0.0m

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30C
AWS A5.20 min. 390 490~670 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >27
Example 550 610 30 65 55 CO2
Notes on usage and welding condition Package
+ Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
» When you use the 100% CO2 gas, get a good weldbility. Spool (kg) 5,125, 15, 20
Pailpack (kg) 100 ~ 300

Approvals

KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-70ST

For 490MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T42 2R C13H10 AWS A5.20-2005(R2015) E70T-9C

EN ISO 17632-B:2015 T49 3 T1-0C1A H10 AWS A5.36-2016 E70T1-C1A2-CS1-H8
JIS 7 3313-2009 T49 2 T1-0CA-U H10 KS D 7104-2012 YFW-C50DR
Description

« It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.

« It is the most suitable for fillet welding of inorganic zinc-primer coated steels often used in the
machineries, steel fabrications and construction industries.

» Wire is a titania type of flux cored wire for flat and horizontal position welding.

« The arc characteristics are so smooth and stable, even the most novice welder can produce good welds.
It has easy slag removal and bigger leg of fillet welding.

Welding positions Polarity & shielding gas
z + C02:100% COz2 (15~25&/min)
< « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S

CO2 0.04 0.49 1.36 0.015 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30C
AWS A5.20 min. 390 490~670 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 227
Example 500 600 27 68 43 CO2
Notes on usage and welding condition Package
Dia. (mm) 1.2 1.4 1.6 Dia.(mm) 12 14 16 20 24
Current  F (PA/1G) 140~300 160~360 180 ~420 Spool (kg) 5, 12.5, 15, 20 25(Coil)
(Amp.)  HF (PC/2G) 180~300 180~350 220 ~400 Pailpack (kg) 100 ~ 300

- It will be get to the 7~8mm leg of fillet weld at the welding condition of 340A*34V*30CPM

Approvals

ABS, DNV, LR, KR, NK, KS, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



KX-100

For 490MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T420M C13 H5 AWS A5.18-2005 E70C-3C

EN ISO 17632-B:2015 T49 2 T15-0C1A H5 AWS A5.36-2016 E70T15-C1A0-CS1-H4
JIS 7 3313-2009 T49J 0 T15-0CA-U H5 KS D 7104-2012  YFW-C50DM
Description

« It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.

« Slag quantity is almost the same as a solid wire and multiple pass welding can be performed without
removing slag.

» Wire is a metal type of flux cored wire for flat and horizontal position welding.
« Deposition rate is up to about 20% higher than a solid wire's one.

Welding positions Polarity & shielding gas
% » CO2:100% CO2 (15~25¢/min)
N + DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas c Si Mn P s

CO2 0.04 0.54 1.55 0.014 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0t -20C
AWS A5.18 min. 400 min. 480 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >27
Example 510 550 29 85 60 c02
Notes on usage and welding condition Package
Dia. (mm) 1.2 1.4 1.6 Dia. (mm) 1.2 14 1.6
Current  F (PA/1IG) 140~300 160~360 180 ~ 420 Spool (kg) 5,12.5, 15, 20
(Amp.)  HF (PC/2G) 180~300 180~350 220 ~400 Pailpack (kg) 100 ~ 300

KISWEL



KX-200

For 490MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T420R C13H10 AWS A5.20-2005(R2015) E70T-1C

EN ISO 17632-B:2015 T49 0 T1-0C1A-U H10 AWS A5.36-2016 E70T1-C1A0-CS1-H8
JIS 7 3313-2009 T49J 0 T1-0CA-U H10 KS D 7104-2012 YFW-C50DM
Description

« It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.
« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

» Wire is a metal type of flux cored wire for flat and horizontal position welding.
« It has good porosity resisitance and is applicable for fillet welding of inorganic zinc-primer coated steels.

Welding positions Polarity & shielding gas
% » CO2:100% CO2 (15~25¢/min)
N + DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas c Si Mn P s
CO2 0.04 0.41 125 0.014 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0t -20C
AWS A5.20 min. 390 490~670 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >47
Example 510 550 29 80 50 c02
Notes on usage and welding condition Package
Dia. (mm) 1.2 1.4 1.6 Dia. (mm) 1.2 14 1.6
Current  F (PA/1G) 140~300 160~360 180 ~ 420 Spool (kg) 5,12.5, 15, 20
(Amp.)  HF (PC/2G) 180~300 180~350 220 ~400 Pailpack (kg) 100 ~ 300

« Zinc primer coated steels should be enough drying when you use.

Approvals

ABS, BV, DNV, LR, KR, NK, CCS, KS, JIS,TUV, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



KX-200H

For 490MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T42 2R C13H10 AWS A5.20-2005(R2015) E70T-9C

EN ISO 17632-B:2015 T49 2 T1-0C1A-U H10 AWS A5.36-2016 E70T1-C1A2-CS1-H8
JIS 7 3313-2009 T49 2 T1-0CA-U H10 KS D 7104-2012 YFW-C50DM
Description

« It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

» Wire is a metal type of flux cored wire for flat and horizontal position welding.
« It has better CVN toughness at low temperatures when compared to the KX-200.
+ KX-200H is intended for semi-automatic, automatic, single- and multiple pass welding.

Welding positions Polarity & shielding gas
z + C02:100% COz2 (15~25&/min)
< « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S
CO2 0.04 0.56 1.61 0.013 0.01

Typical mechanical properties of all-weld metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) 20T -30C
AWS A5.20 min. 390 490~670 min. 22 >27
EN IS0 17632-B min. 390 490~670 min. 18 >47
Example 517 610 28 80 50 CO2
Notes on usage and welding condition Package
Dia. (mm) 1.2 1.4 1.6 Dia. (mm) 1.2 1.4 1.6
Current  F (PA/1G) 140~300 160~360 180 ~420 Spool (kg) 5,12.5, 15, 20
(Amp.)  HF (PC/2G) 180~300 180~350 220 ~400 Pailpack (kg) 100 ~ 300

« Zinc primer coated steels should be enough drying when you use.

Approvals

ABS, BV, DNV, LR, KR, NK, RS, TUV, CWB, KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



KX-200E

For 490MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T42 4R C13H10 AWS A5.20-2005(R2015) E70T-9C

EN ISO 17632-B:2015 T49 4 T1-0C1A-U H10 AWS A5.36-2016 E70T1-C1A4-CS1-H8
JIS 7 3313-2009 T49 4 T1-0CA-U H10 KS D 7104-2012 YFW-C502M
Description

« It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

» Wire is a metal type of flux cored wire for flat and horizontal position welding.

« It has good porosity resisitance and is applicable for fillet welding of inorganic zinc-primer coated steels
and intended for semi-automatic, automatic, single- and multiple pass welding.

Welding positions Polarity & shielding gas
z + C02:100% COz2 (15~25&/min)
< « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S

CO2 0.03 0.60 1.68 0.013 0.019

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -40c
AWS A5.20 min. 390 490~670 min. 22 >27
EN IS0 17632-B min. 390 490~670 min. 18 >47
Example 550 590 30 75 55 CO2
Notes on usage and welding condition Package
Dia. (mm) 1.2 1.4 1.6 Dia. (mm) 1.2 1.4 1.6
Current  F (PA/1G) 140~300 160~360 180 ~420 Spool (kg) 5,12.5, 15, 20
(Amp.)  HF (PC/2G) 180~300 180~350 220 ~400 Pailpack (kg) 100 ~ 300

Approvals

ABS, BV, DNV, LR, NK
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



KX-70CM

For 490MPa high tensile steel (Non slag type)

Classifications

EN ISO 17632-A:2015 T46 0 M M21 3 H5 AWS A5.18-2005 E70C-3M

EN ISO 17632-B:2015 T49 2 T15-0M21A H5 AWS A5.36-2016 E70T15-M21A0-CS1-H4
JIS 7 3313-2009 T49 2 T15-0MA H5 KS D 7104-2012  YFW-A50DM
Description

It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.

Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

Wire is a metal type of flux cored wire for flat and horizontal position welding.

Slag quantity is almost the same as a solid wire and multiple pass welding can be performed without
removing slag.

KX-70CM is intended for semi-automatic, automatic, single- and multiple pass welding.

Welding positions Polarity & shielding gas
% * Mix : Ar+20% CO2 (15~25&/min)
N + DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S
Mix 0.03 0.40 1.60 0.014 0.010

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0t -20C
AWS A5.18 min. 400 min. 480 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >27
Example 480 540 29 65 55 Mix
Notes on usage and welding condition Package
Dia. (mm) 1.2 1.4 1.6 Dia. (mm) 1.2 14 1.6
Current  F (PA/1IG) 160~340 200~380 240 ~ 420 Spool (kg) 5,12.5, 15, 20
(Amp.)  HF(PC/2G) (24~32)  (25~33)  (26~35) Pailpack (kg) 100 ~ 300

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



KX-706M

For 490MPa high tensile steel (Non slag type)

Classifications

EN ISO 17632-A:2015 T46 2 M M21 3 H5 AWS A5.18-2005 E70C-6M

EN ISO 17632-B:2015 T49 3 T15-0M21A H5 AWS A5.36-2016 E70T15-M21A2-CS1-H4
JIS 7 3313-2009 T49 3 T15-0MA H5 KS D 7104-2012  YFW-A502M
Description

It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.

Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

Wire is a metal type of flux cored wire for flat and horizontal position welding.
It has better CVN toughness at low temperatures when compared to the KX-70CM.

It feature good penetration, high resisitance to porosity, good wetting behaviour as well as low
hydrogen contents.

KX-706M is intended for semi-automatic, automatic, single- and multiple pass welding.

Welding positions Polarity & shielding gas
z * Mix : Ar+20% CO2 (15~25&/min)
S - DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S
Mix 0.04 0.60 1.50 0.014 0.010

Typical mechanical properties of all-weld metal
YS TS El. IV ()

(MPa) (MPa) (%) 20¢ a0c  Remarks

AWS A5.18 min. 400 min. 480 min. 22 227

EN ISO 17632-B min. 390 490~670 min. 18 >27

Example 480 540 29 70 55 Mix
Notes on usage and welding condition Package

Dia. (mm) 1.2 1.4 1.6 Dia. (mm) 1.2 1.4 1.6
Current  F (PA/1G) 160~340 200~380 240 ~420 Spool (kg) 5,12.5, 15, 20
(Amp.) HF (PCI2G) (24~32)  (25~33)  (26~35) Pailpack (kg) 100 ~ 300

Approvals

ABS, BV, DNV, LR, RS, CWB, KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



KX-706T

For 490MPa high tensile steel (Non slag type)

Classifications

EN ISO 17632-A:2015 T46 2 M M21 1 H5 AWS A5.18-2005 E70C-6M

EN ISO 17632-B:2015 T49 3 T15-1M21A H5 AWS A5.36-2016 E71T15-M21A2-CS1-H4
JIS 7 3313-2009 T49 3 T15-1MA H5 KS D 7104-2012  YFW-A502M
Description

It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.

Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

Wire is a metal type of flux cored wire for all positional welding.

It has better stable arc with spray, good toe wetting.

It feature good penetration, high resisitance to porosity, good wetting behaviour as well as low
hydrogen contents.

KX-706T is intended for semi-automatic, automatic, single- and multiple pass welding.

Welding positions Polarity & shielding gas

z ' * Mix : Ar+20% CO2 (15~25&/min)
S h_ « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S
CO2 0.05 0.39 1.64 0.010 0.010

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20T -30C

AWS A5.18 min. 400 min. 480 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >27
Example 459 587 28 77 48 Mix
Package

Dia. (mm) 1.2 14 1.6

Spool (kg) 5,12.5,15, 20

Pailpack (kg) 100 ~ 300

Approvals
TUV, DB

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



KX-706MU

For 490MPa high tensile steel (Non slag type)

Classifications

EN ISO 17632-A:2015 T46 4 M M21 3 H5 AWS A5.18-2005 E70C-6M

EN ISO 17632-B:2015 T49 4 T15-0M21A-U H5 AWS A5.36-2016 E70T15-M21A4-CS1-H4
JIS 7 3313-2009 T49 4 T15-0MA U H5 KS D 7104-2012  YFW-A502M
Description

It is designed for welding of 490MPa high tensile steel with outstanding mechanical properties.
Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

Wire is a metal type of flux cored wire for flat and horizontal position welding.
It has better CVN toughness(-40°C) at low temperatures when compared to the KX-706M.

It feature good penetration, high resisitance to porosity, good wetting behaviour as well as low
hydrogen contents.

KX-706MU is intended for semi-automatic, automatic, single and multiple pass welding.

Welding positions Polarity & shielding gas
z * Mix : Ar+20% CO2 (15~25&/min)
S - DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S

Mix 0.04 0.70 1.60 0.010 0.009

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -40C
AWS A5.18 min. 400 min. 480 min. 22 >27
EN ISO 17632-A min. 460 530~680 min. 20 > 47
Example 557 634 24 87 74 Mix
Notes on usage and welding condition Package
Dia. (mm) 1.2 14 1.6 Dia. (mm) 1.2 14 1.6
Current  F (PA/1G) 160 ~340 200~380 240 ~ 420 Spool (kg) 5,12.5, 15, 20
(Amp.)  HF (PC/2G) (24~32)  (25~33)  (26~35) Pailpack (kg) 100 ~ 300
Approvals
TUV, DB

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-55T

For 520MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T460 P C11H10 AWS A5.29-2010  E81T1-GC

EN ISO 17632-B:2015 T552 T1-1C1 A H10 AWS A5.36-2016 E81T1-C1A0-CS1-H8
JIS 7 3313-2009 T55 0 T1-1 CA-U H10 KS D 7104-2012  YFW-C55DR
Description

« It is designed for welding of 520MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

» Wire is a titania type of flux cored wire for all-position welding.

« It feature excellent mechanical properties, easy slag removal, low spatter generaton, smooth bead
shape and high X-ray safety.

Welding positions Polarity & shielding gas
z l + C02:100% COz2 (15~258/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
CO2 0.04 0.54 1.50 0.013 0.01 0.40

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -20C
EN ISO 17632-B min. 460 550~740 min. 17 >27
JIS Z3313 min. 460 550~740 min. 17 >27
Example 520 620 29 65 45 CO2
Notes on usage and welding condition Package
+ Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6
« In case of heavy plate welding, preheat and maintain Spool (kg) 5,125, 15, 20
interpass temperature at 100~200°C in order to prevent Pailpack (kg) 100 ~ 300

crack at low temperatures.

Approvals

JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



KX-55

For 520MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T460 P C13 H10 AWS A5.29-2010  E80T1-GC

EN ISO 17632-B:2015 T55 2 T15-0C1 A H10 AWS A5.36-2016 E80T1-C1A0-CS1-H8
JIS 7 3313-2009 T55 0 T1-0 C A-U H10 KS D 7104-2012  YFW-C55DM
Description

« It is designed for welding of 520MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

» Wire is a metal type of flux cored wire for flat and horizantal position welding.
« It has good porosity resisitance and is applicable for fillet welding of inorganic zinc-primer coated steels.

Welding positions Polarity & shielding gas

% » C02:100% CO2 (15~25¢/min)
N + DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas c si Mn P s Ni

CO2 0.03 0.54 157 0.014 0.01 0.40

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -20C
EN ISO 17632-B min. 460 550~740 min. 17 >27
JISZ3313 min. 460 550~740 min. 17 >27
Example 540 630 26 100 60 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In case of heavy plate welding, preheat and maintain Spool (kg) 5,12.5,15, 20
interpass temperature at 100~200°C in order to prevent Pailpack (kg) 100 ~ 300

crack at low temperatures.

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-81T

For 560MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T50 3 1Ni P C1 1 H5 AWS A5.29-2010  E81T1-Ni1C

EN ISO 17632-B:2015 T553 T1-1C1 A-N2 H5 AWS A5.36-2016 E81T1-C1A2-Ni1-H4
JIS 7 3313-2009 T57 3 T1-1CAP-N2-U H5 KS D 7104-2012  YFW-C602R
Description

« It is designed for welding of 560MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

+ Wire is a titania type of flux cored wire for all-position welding with 1.0% Ni component.
« It provide good wet-in capabilities along with high impact values at low temperatures. (-40°C)

Welding positions Polarity & shielding gas
% ' » C0O2:100% CO2 (15~25¢/min)
N 1] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
CO2 0.02 0.51 1.28 0.014 0.01 1.04

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30C
AWS A5.29 min. 470 550~690 min. 19 >27
EN ISO 17632-B min. 460 550~740 min. 17 >27
Example 580 630 28 75 50 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In case of heavy plate welding, preheat and maintain Spool (kg) 5,12.5,15, 20
interpass temperature at 100~200°C in order to prevent Pailpack (kg) 100 ~ 300

crack at low temperatures.

Approvals

ABS, BV, DNV, LR, NK, KR, RS, CWB, KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-81TnAcE)

For 560MPa high tensile steel

Classifications

EN ISO 17632-A 2015 T505 1Ni P C1 1 H5 AWS A5.29-2010  E81T1-Ni1C

EN ISO 17632-B 2015 T555 T1-1C1 A-N2 H5 AWS A5.36-2016 E81T1-C1A/P4-Ni1-H4
JIS 7 3313-2009 T57 4 T1-1 C AP-N2-U H5 KS D 7104-2012  YFW-C602R
Description

« It is designed for welding of 560MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

+ Wire is a titania type of flux cored wire for all-position welding with 1.0% Ni component.

« It provide good wet-in capabilities along with high impact values at low temperatures. (-40°C)

Welding positions Polarity & shielding gas
% ' » C02:100% CO2 (15~25¢/min)
N 1] — + DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas c si Mn P s Ni

CO2 0.04 0.49 1.30 0.012 0.005 0.91

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -46°C
AWS A5.29 min. 470 550~690 min. 19 >27
EN ISO 17632-B min. 460 550~740 min. 17 >27
Example (CO2) 540 600 29 125 As weld
490 565 32 105 620Cx2Hr.
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In case of heavy plate welding, preheat and maintain Spool (kg) 5,12.5,15, 20
interpass temperature at 100~200°C in order to prevent Pailpack (kg) 100 ~ 300

crack at low temperatures.

Approvals

ABS, BV, DNV, LR, NK, KR, RS, CWB, KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-81TM

For 560MPa high tensile steel

Classifications
EN ISO 17632-A:2008 T50 4 1Ni P M21 1 H10 AWS A5.29-2010 E81T1-Ni1M
EN ISO 17632-B:2008 T55 4 T1-1M21 A-N2 H10 AWS A5.36-2016 E81T1-M21A4-Ni1-H8

JIS 7 3313-2009 T57 4 T1-1 M A-N2-U H10 KS D 7104-2012  YFW-A602R

Description

« It is designed for welding of 560MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

+ Wire is a titania type of flux cored wire for all-position welding with 1.0% Ni component.
« It provide good wet-in capabilities along with high impact values at low temperatures. (-40°C)

Welding positions Polarity & shielding gas

% ' * Mix : Ar+20% CO2 (15~25&/min)
N 1] — - DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
Mix 0.03 0.35 117 0.013 0.010 0.92

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -40c
AWS A5.29 min. 470 550~690 min. 19 >27
EN ISO 17632-B min. 460 550~740 min. 17 >27
Example 590 650 28 120 100 Mix
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
» When you use to Ar+CO2 mixture gas, you should be Spool (kg) 5,12.5,15, 20
lower 1~2 voltage than 100% CO2 gas. Pailpack (kg) 100 ~ 300

Approvals

ABS, BV, DNV, LR, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-80ST

For 560MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T50 3 1Ni R C1 4 H10 AWS A5.29-2010  E80T1-Ni1C

EN ISO 17632-B:2015 T55 3 T15-0C1A-N2 H10 AWS A5.36-2016 E80T1-C1A2-Ni1-H8
JIS 7 3313-2009 T57 3 T1-0CA-N2 H10 KS D 7104-2012  YFW-C602M
Description

« It is designed for welding of 560MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshorre structures, bridges and general
fabrications. (ASTM A537, JIS SM520/520/570)

+ Wire is a titania type of flux cored wire for flat and horizontal position welding with 1% Ni component.
« It has very efficient welding due to higher deposition rate particularly and also has easy slag removal.
« Overall welding characteristics except tensile strength is very similar with the K-70ST.

Welding positions Polarity & shielding gas
% + C02:100% COz2 (15~258/min)
< - DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Ni

CO2 0.03 0.48 1.42 0.012 0.013 0.91

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -30C
AWS A5.29 min. 470 550~690 min. 19 227
EN ISO 17632-B min. 460 550~740 min. 17 >27
Example 560 637 26 80 45 CO2
Notes on usage and welding condition Package
Dia. (mm) 1.2 1.4 1.6 Dia. (mm) 1.2 14 1.6
Current  F (PA/1G) 140~300 160~360 180 ~ 420 Spool (kg) 5,12.5, 15, 20
(Amp.)  HF (PC/2G) 180~300 180~350 220 ~400 Pailpack (kg) 100 ~ 300

- When heat input is excessive, the impact value tends to be reduced.
Therefore, perform welding with selecting proper heat input.

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



KX-300

For 560MPa high tensile steel

Classifications

EN ISO 17632-A:2015 T50 3 1Ni P C1 3 H10 AWS A5.29-2010  E80T1-Ni1C

EN ISO 17632-B:2015 T55 3 T15-0C1 A-N2 H10 AWS A5.36-2016 E80T1-C1A2-Ni1-H8
JIS 7 3313-2009 T57 3 T1-0 CA-N2 H10 KS D 7104-2012  YFW-C602M
Description

« It is designed for welding of 560MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

» Wire is a metal type of flux cored wire for flat and horizontal position welding.

« It provides excellent usability with stable arc, low spatter levels and deposition rate is much higher than
a titania type.

Welding positions Polarity & shielding gas
z + C02:100% COz2 (15~25&/min)
< « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
CO2 0.03 0.47 1.34 0.014 0.01 0.97

Typical mechanical properties of all-weld metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) 20T -30C
AWS A5.29 min. 470 550~690 min. 19 >27
EN IS0 17632-B min. 460 550~740 min. 17 >27
Example 610 640 25 63 47 CO2
Notes on usage and welding condition Package
Dia. (mm) 1.2 1.4 1.6 Dia. (mm) 1.2 1.4 1.6
Current  F (PA/1G) 140~300 160~360 180 ~420 Spool (kg) 5,12.5, 15, 20
(Amp.)  HF (PC/2G) 180~300 180~350 220 ~400 Pailpack (kg) 100 ~ 300

+ When heat input is excessive, the impact value tends to be reduced.
Therefore, perform welding with selecting proper heat input.

Approvals

KS, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-82T

For 560MPa high tensile steel

Classifications

ENISO 17632-A:2015 T50 4 2Ni P C11H5 AWS A5.29-2010 E81T1-Ni2C
EN1SO 17632-B:2015 T55 4 T1-1C1A-N5-U H5 AWS A5.36-2016  E81T1-C1A4-Ni2-H4
JIS 7 3313-2009 T57 4 T1-1CA-N5-U H5

Description

« It is designed for welding of 560MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

+ Wire is a titania type of flux cored wire for all-position welding with 2.0% Ni component.

« It feature excellent mechanical properties, easy slag removal, low spatter generaton, smooth bead
shape and high X-ray safety.

Welding positions Polarity & shielding gas
% l + C02:100% COz2 (15~258/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Ni

CO2 0.03 0.35 117 0.012 0.010 2.02

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -40c
AWS A5.29 min. 470 550~690 min. 19 >27
EN ISO 17632-B min. 460 550~740 min. 17 >47
Example 584 673 24 120 50 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In case of heavy plate welding, preheat and maintain Spool (kg) 5,125, 15, 20
interpass temperature at 100~200°C in order to prevent Pailpack (kg) 100 ~ 300

crack at low temperatures.

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-82TM

For 560MPa high tensile steel

Classifications

EN1SO 17632-A:2015 T50 4 2Ni P M21 1 H10 AWS A5.29-2010 E81T1-Ni2M
EN SO 17632-B:2015 7554 T1-1M21 A-N5-U H10 AWS A5.36-2016 E81T1-M21A4-Ni2-H8
JIS 7 3313-2009 T57 4 T1-1MA-N5-U H10

Description

« It is designed for welding of 560MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, shipbuilding, offshore structures, bridges and general
fabrications.

+ Wire is a titania type of flux cored wire for all-position welding with 2.0% Ni component.

« It features excellent mechanical properties, easy slag removal, low spatter generaton, smooth bead
shape and high X-ray safety.

Welding positions Polarity & shielding gas
z l * Mix : Ar+20% CO2 (15~25¢/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
Mix 0.03 0.55 1.26 0.013 0.01 1.92

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30T -40c
AWS A5.29 min. 470 550~690 min. 19 >27
EN ISO 17632-B min. 460 550~740 min. 17 247
Example 573 655 24 13 75 Mix
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6
« In case of heavy plate welding, preheat and maintain Spool (kg) 5,12.5, 15, 20
interpass temperature at 100~200°C in order to prevent Pailpack (kg) 100 ~ 300

crack at low temperatures.

KISWEL



KX-80D2M

For 560MPa high tensile steel (Non slag type MCW)

Classifications

AWS A5.28-2005(R2015) E80C-GM KS D 7104-2012  YFW-A60GM
AWS A5.36-2016 E80T15-M21A2-G

Description

« It is designed for welding of 560MPa high tensile steel with outstanding mechanical properties.

« Typical applications include sending oil pipe, machineries, pressure vessels and creep resistance of
high temperature.

» Wire is a metal type of flux cored wire for flat and horizontal position welding.

« Slag quantity is almost the same as a solid wire and multiple pass welding can be performed without
removing slag.

Welding positions Polarity & shielding gas
z * Mix : Ar+20% CO2 (15~25¢/min)
< « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Mo

Mix 0.04 0.45 1.50 0.012 0.01 0.50

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c
AWS A5.28 min. 550 min. 22
JISZ 3318 min. 560
Example 620 680 27 45 Mix
Notes on usage and welding condition Package
Dia. (mm) 1.2 1.4 1.6 Dia. (mm) 1.2 1.4 1.6
Current  F (PA/1G) 160~340 200~380 240 ~420 Spool (kg) 5,12.5, 15, 20
(Amp.) HF(PC/2G) (24~32)  (25~33)  (26~35) Pailpack (kg) 100 ~ 300

KISWEL



K-90T

For 620MPa high tensile steel

Classifications

EN SO 18276-B:2017 T62 4 T1-0C1 A-N3M1-U H5 AWS A5.29-2010 E90T1-K2C
AWS A5.36-2016 E90T1-C1A4-K2

Description

« ltis designed for welding of 620MPa high tensile steel used for offshore, shipbuilding, pressure vessels.
« Typical applications include Alumium killed steel used in Flat position and H-fillet welding.

» Weld metal contains Ni elements and it makes good low temperature toughness and excellent crack
resistance.

« It provides excellent weldability and mechanical properties for E500 steel.

Welding positions Polarity & shielding gas
% » C0O2:100% CO2 (15~25¢/min)
N + DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
CO2 0.03 0.43 151 0.013 0.010 1.64

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -40C -60°C
AWS A5.29 min. 540 620~760 min. 17
EN ISO 18276-B min. 530 620~820 min. 15 >47
Example 612 690 26 77 50 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In case of heavy plate welding, preheat and maintain Spool (kg) 5,12.5,15, 20
interpass temperature at 100~200°C in order to prevent Pailpack (kg) 100 ~ 300

crack at low temperatures.

Approvals

ABS, BV, DNV, LR, RS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-91T

For 620MPa high tensile steel

Classifications

EN ISO 18276-A:2017 T554Z Mn1NiMo R C1 1/T AWS A5.29-2010 E91T1-G

JIS Z 3313-2009 T62 4 T1-1CAP-N2 AWS A5.36-2016 E91T1-C1A/P4-Ni1
KS D 7104-2012  YFW-C602R

Description

« It is designed for welding of 620MPa high tensile steel for low temperature service.
« Typical applications include many high-strength low alloy such as steel ASTM A302, A572, A575, A734.

+ Wire is a titania type of flux cored wire for all-position welding and it makes good low temperature
toughness after PWHT at low temperatures down to -40°C.

« It provide smooth bead shape, easy slag removal, low spatter generation.

Welding positions Polarity & shielding gas
% ' » C02:100% CO2 (15~25¢/min)
N 1] — - DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas c si Mn P s Ni

CO2 0.03 0.42 1.37 0.012 0.01 0.93

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -10c -40c
AWS A5.29 min. 540 620~760 min. 17
EN ISO 18276-A min. 550 640~820 min. 18 >47
Example (CO2) 650 720 23 135 100 As weld
610 660 26 120 85 620°Cx2Hr
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In case of heavy plate welding, preheat and maintain Spool (kg) 5,12.5,15, 20
interpass temperature at 100~200°C in order to prevent Pailpack (kg) 100 ~ 300

crack at low temperatures.

Approvals

KS, JIS, TUV
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-92T

For 620MPa high tensile steel

Classifications

EN1SO 18276-B:2017 T62 4 T1-1CA-N4M1-U H5 AWS A5.29-2010  E91T1-Ni2CJ
AWS A5.36-2016  E91T1-C1A4-Ni2 H4

Description

« It is designed for welding of 620MPa high tensile steel for offshore, shipbuilding, pressure vessels.
« Typical applications include Alumium killed steel used for all-position welding.
+ Weld metal contains 2wt% Ni elements and it makes good low temperature toughness compared with K-91T.

« It needs for attention to avoid hot cracking used in high welding currrent and fast welding speed in
case of one-side root pass welding.

« It provides excellent arc stability and lower spatter, fume generation and it makes good weldability.

Welding positions Polarity & shielding gas
a l + C02:100% COz2 (15~258/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
CO2 0.03 0.36 1.34 0.013 0.009 2.21

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -40C -60C

AWS A5.29 min. 540 620~760 min. 17 >27

EN ISO 18276-B min. 530 620~820 min. 15 >47

Example (CO2) 615 667 26 109 94 CO2
Notes on usage and welding condition Package

+ Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6

« In case of heavy plate welding, preheat and maintain Spool (kg) 5,125, 15, 20

interpass temperature at 100~200°C in order to prevent Pailpack (kg) 100 ~ 300

crack at low temperatures.

KISWEL



K-100TK3

For 690MPa high tensile steel

Classifications

EN ISO 18276-A:2017 T62 2 Mn2NiMo R C1 1 H5 AWS A5.29-2010  E101T1-K3C

EN ISO 18276-B:2017  T69 2 T1-1C1 A-N3M2 H5 AWS A5.36-2016  E101T1-C1A0-K3-H4
JIS Z 3313-2009 T69 2 T1-1 CA-N3M2 H5 KS D7104-2012  YFW-C60GR
Description

« Itis designed for welding of 690MPa high tensile steel with outstanding mechanical properties.(SQ690)

« Typical applications include high tensile steels used in shipbuliding, offsore, chemical plants use for
all-position welding.

« It provides excellent arc stability and lower spatter, fume generation and it makes good weldability.

« It could not be obtained excellent mechanical properties used in excessive welding heat input, suitable
welding condition is required.

Welding positions Polarity & shielding gas
% l + C02:100% COz2 (15~258/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shieldinggas  C Si Mn P S Cr Mo Ni \
CO2 0.03 0.30 1.40 0.01 0.012 0.01 0.45 1.86 0.004

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -40C

AWS A5.29 min. 610 690~830 min. 16 >27

Example 681 752 24 12 81 CO2
Notes on usage and welding condition Package

« Refer to page 229~231 for more information on usage Dia. (mm) 1.2 1.4 1.6

« In case of heavy plate welding, preheat and maintain Spool (kg) 5,12.5,15, 20

interpass temperature at 100~200°C in order to prevent Pailpack (kg) 100 ~ 300

crack at low temperatures.
Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-100T5D2

For 690MPa high tensile steel (Basic type)

Classifications
EN ISO 18276-B:2017 T62 4 T5-0M21 P-G AWS A5.29-2010 E100T5-D2M

AWS A5.36-2016 E100T5-M21P4-D2-H4
Description

« It is designed for welding of 690MPa high tensile steel with outstanding mechanical properties.
(ASTM A514; A517; A710; JIS G 3128 SHY; HY-80; Q690 etc)

« Itis afully basic type of flux cored wire and weld metal contains 0.5wt%Mo.

« Diffusible Hydrogen content is under H5 and has good low temperature toughness.

« It could be weld for flat and horizontal position welding with mix gas, designed for 0.5%Mo steel
appropriately.

« It could not be obtained excellent mechanical properties used in excessive welding heat input, suitable
welding condition is required.

Welding positions Polarity & shielding gas
z * Mix : Ar+20% CO2 (15~25&/min)
< « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni Mo
Mix 0.08 0.69 194 0.015 0.006 0.01 0.32

Typical mechanical properties of all-weld metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -40c

EN 18276-B min. 530 620~820 min. 16 >27 .
Example 554 667 28 41 620xTHr
Notes on usage and welding condition Package

Dia. (mm) 1.2 1.4 1.6 Dia. (mm) 1.2 1.4 1.6

Current  F (PA/1G) 160~340 200~380 240 ~420 Spool (kg) 5,12.5, 15, 20

(Amp.)  HF(PC/2G) (24~32)  (25~33)  (26~35) Pailpack (kg) 100 ~ 300

KISWEL



\QLE

For 760MPa high tensile steel

Classifications

EN SO 18276-A:2017 T69 2 Mn2NiMo P C1 1 H5 AWS A5.29-2010  E111T1-K3C
EN SO 18276-B:2017 T76 2 T1-1C1A-N3M2 H5 AWS A5.36-2016  E111T1-C1A4-K3-H4
JIS Z 3313-2009 T76 2 T1-1CA-N4M2 H5

Description

« It is designed for welding of 760MPa high tensile steel with outstanding mechanical properties.

« Typical applications include high tensile steels that will be used a low temperature environment.
(ASTM A514; A517; A710, JIS G 3128 SHY, HY-80, Q690 Grade)

» Wire is a titania type of flux cored wire for all-position welding.
+ The weld metal contains about 2.0%Ni and has good impact value at low temperatures.
+ Itis compared to a low alloy E11018M electrode, higher deposition rates.

Welding positions Polarity & shielding gas
% l + C02:100% COz2 (15~258/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Ni Mo

CO2 0.04 0.51 172 0.01 0.009 2.04 0.42

Typical mechanical properties of all-weld metal
YS TS El. IV (J)

(MPa) (MPa) (%) 20 4o Remarks

AWS A5.29 min. 680 760~900 min. 15 >27

EN ISO 18276-B min. 680 760~960 min. 13 >27

Example 751 834 21 100 75 CO2
Notes on usage and welding condition Package

« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6

« In case of heavy plate welding, preheat and maintain Spool (kg) 5,125, 15, 20

interpass temperature at 100~200°C in order to prevent Pailpack (kg) 100 ~ 300

crack at low temperatures.

Approvals

ABS, BV, DNV, KR, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-110TK3M

For 760MPa high tensile steel

Classifications
EN 1SO 18276-A:2017 T69 2 Mn2NiMo P M21 1 H5 AWS A5.29-2010 E111T1-K3M
EN ISO 18276-B:2017 T76 2 T1-1M21A-N3M2 H5 AWS A5.36-2016 E111T1-M21A4-K3-H4

JIS 7 3313-2009 T76 2 T1-1IMA-N4M2 H5

Description

« It is designed for welding of 760MPa high tensile steel with outstanding mechanical properties.

« Typical applications include high tensile steels that will be used a low temperature environment.
(ASTM A514; A517; A710, JIS G 3128 SHY, HY-80, Q690 Grade)

» Wire is a titania type of flux cored wire for all-position welding.
+ The weld metal contains about 2.0%Ni and has good impact value at low temperatures.
+ Itis compared to a low alloy E11018M electrode, higher deposition rates.

Welding positions Polarity & shielding gas

z l * Mix : Ar+20% CO2 (15~252/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni Mo
Mix 0.04 0.48 1.65 0.010 0.008 2.00 0.45

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c -20C
AWS A5.29 min. 680 760~900 min. 15 >27
EN ISO 18276-B min. 680 760~960 min. 13 >27
Example 740 785 19 100 80 Mix
Notes on usage and welding condition Package
+ Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6
« In case of heavy plate welding, preheat and maintain Spool (kg) 5,125, 15, 20
interpass temperature at 100~200°C in order to prevent Pailpack (kg) 100 ~ 300

crack at low temperatures.

KISWEL



K-115TK4

For 760MPa high tensile steel

Classifications
EN 1SO 18276-A:2017 T69 5 Mn2NiCrMo B C14 H5 AWS A5.29-2010  E110T5-K4C
EN ISO 18276-B:2017 T76 5 T5-0C1A-N4C1M2 H5 AWS A5.36-2016  E110T5-C1A6-K4-H4

JIS 7 3313-2009 T76 5 T5-0CA-N4C1M2 H5

Description

« Fully basic type of flux cored wire replacing for covered wire E11018-M is designed for 760MPa grade
steels.

« It makes excellent crack resistance and has a good weldability.
» Wire is a fully basic type of flux cored wire for flat and horizontal position welding.
« Weld metal contains 2.5 wt%Ni elements and make a good low temperature toughness at -50°C.

Welding positions Polarity & shielding gas
% » C02:100% CO2 (15~25¢/min)
[ - DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni Mo
CO2 0.03 0.20 1.80 0.50 2.40 0.50

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -40c -50°C
AWS A5.29 min. 680 760~900 min. 15 >27
EN ISO 18276-B min. 680 760~960 min. 13 >27
Example 736 817 17 49 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In case of heavy plate welding, preheat and maintain Spool (kg) 5,12.5,15, 20

interpass temperature at 100~200°C in order to prevent
crack at low temperatures.

KISWEL



K-115TK4M

For 760MPa high tensile steel

Classifications

EN ISO 18276-A:2017 T69 5 Mn2NiCrMo B M21 4
EN ISO 18276-B:2017 T76 5 T5-0M21A-N4C1M2
JIS 7 3313-2009 T76 5 T5-OMA-N4C1M2 H5

Description

AWS A5.29-2010  E110T5-K4M
AWS A5.36-2016  E110T5-M21A6-K4-H4

« It is designed for welding of 760MPa high tensile steel with outstanding mechanical properties.
« Typical applications include low alloy steel, quenched and tempered high strength steels such as ASTM

A514, A517, HY-100, Q690 Grade.

 Wire is a fully basic type of flux cored wire for flat and horizontal position welding.
« It provides soft welding arc, high deposition rate and low spatter generation.

Welding positions Polarity & shielding gas
% * Mix : Ar+20% CO2 (15~25&/min)
[ « DCEP (DC+)
Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn Cr Ni Mo
Mix 0.05 0.20 1.80 0.50 2.50 0.50
Typical mechanical properties of all-weld metal
YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -40°c -50C
AWS A5.29 min. 680 760~900 min. 15 >27
EN ISO 18276-B min. 680 760~960 min. 13 >27
Example 830 875 18 72 50 Mix
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In case of heavy plate welding, preheat and maintain Spool (kg) 5,12.5,15, 20

interpass temperature at 100~200°C in order to prevent
crack at low temperatures.

KISWEL



KX-800

For 840MPa high tensile steel

Classifications

EN ISO 18276-B:2017 T834 T1-0C1 A N4M2 AWS A5.29-2010  E120T1-GC
AWS A5.36-2016 E120T1-C1A4-G

Description

« It is designed for welding of 840MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, bridges and general fabrications.

» Wire is a metal type of flux cored wire for flat and horizontal position welding.

« It provides excellent usability with stable arc, low spatter levels and deposition rate is much higher
than a titania type.

Welding positions Polarity & shielding gas
% » C02:100% CO2 (15~25¢/min)
[ - DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni Mo
CO2 0.05 0.54 1.69 0.01 0.006 2.39 0.55

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -40C
AWS A5.29 min.745 830 ~ 970 min.14 co
Example 790 860 23 63 56 2
= This results are mechanical properties after aging treatment at 100°C/48hr.
Notes on usage and welding condition Package
Dia. (mm) 1.2 14 Dia. (mm) 1.2 1.4
Current F (PA/1G) 140 ~ 300 160 ~ 360 Spool (kg) 5,12.5,15, 20
(Amp.)  HF (PC/2G) 180 ~ 300 180 ~ 350 Pailpack (kg) 100 ~ 300

+ When heat input is excessive, the impact value tends to be reduced.
Therefore, perform welding with selecting proper heat input.
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K-120TG

For 840MPa high tensile steel

Classifications

EN ISO 18276-B:2017 T834 T1 1 C1A-N4M2 AWS A5.29-10  E121T1-G
AWSAB36-12  E121T1-C1A4-G

Description

« It is designed for welding of 840MPa high tensile steel with outstanding mechanical properties.

« Typical applications include machineries, bridges and military equipment.
(PFS 700; HSA/HSB 800; HSLA-100, Q690)

« Because diffusible hydrogen level is controlled under 3ml/100g in the weld metal, it has excellent crack
resistance and high strength.

Welding positions Polarity & shielding gas
% ' » C0O2:100% CO2 (15~25¢/min)
N 1] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni Mo
CO2 0.03 0.39 1.69 0.010 0.006 2.66 0.67

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -40c
792 864 19 85 50 AWS spec.
Example (C02) 74, 835 19 75 60 PFS-700
= This results are mechanical properties after aging treatment at 100°C/48hr.
Notes on usage and welding condition Package
Dia. (mm) 1.2 14 Dia. (mm) 1.2 14
Current  F (PA/1G) 160 ~ 260 180 ~ 280 Spool (kg) 5,12.5,15, 20
(Amp.)  HF (PC/2G) (25~32) (26~33) Pailpack (kg) 100 ~ 300
VU (PF/3G) 160~240 (26~30)
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K-145TM

Classifications

EN1SO 18276-A:2017 T89 A Mn2Ni1CrMo B M21 3 H5
AWS Ab5.36-2016 E130T5-M21AY-G-H4

Description

For 1000MPa high tensile steel

« It is designed for welding of 1000MPa high tensile steel with the wind velocity equipment.
« Typical applications include low alloy steel, quenched and tempered high strength steels such as

EN S890, G32 Grade.

» Wire is a fully basic type of flux cored wire for flat and horizontal position welding.
« It provides soft welding arc, high deposition rate and low spatter generation.

Welding positions

- L

Typical chemical composition of all-weld metal (%)

Polarity & shielding gas

* Mix : Ar+20% CO2 (15~25&/min)
+ DCEP (DC+)

Shielding gas C Si Mn Cr Ni Mo
Mix 0.03 0.35 1.43 0.44 1.85 0.42
Typical mechanical properties of all-weld metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20°c 0c
EN ISO 18276-A min. 890 940~1180 min. 15 >47
Example 1000 1040 17 59 52 Mix
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14
« In case of heavy plate welding, preheat and maintain Spool (kg) 5,12.5,15, 20

interpass temperature at 100~200°C in order to prevent
crack at low temperatures.
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K-NGS4

For 490MPa high tensile steel (Self-Shielded, multi pass)

Classifications

EN ISO 17632-A:2015 T42ZY NO 3 AWS A5.20-2005 E70T-4

EN ISO 17632-B:2015 T49 Z T4-ONOA AWS A5.36-2016 E70T4-AZ-CS3
JIS 7 3313-2009 T49 T4ONA KS D 7104-2012  YFW-S50GB
Description

« It is designed for welding of 490MPa high tensile steel and self-shielded wire to facilitate welding
outdoors.

« Typical applications include general fabrication and structural work requiring no impact properties.
« It has good arc stability, low spatter generation, high efficiency, good bead shape and slag removal.
« It has to use DECP. (electrode positive)

Welding positions Polarity & shielding gas

+ DCEP (DC+)
- L= +

Typical chemical composition of all-weld metal (%)
Shielding gas c si Mn P s Al

0.17 0.22 0.80 0.012 0.007 1.32

Typical mechanical properties of all-weld metal

Y.S TS El. Remarks
(MPa) (MPa) (%)

AWS A5.20 min. 390 490~670 min. 22

EN ISO 17632-B min. 390 490~670 min. 18

Example 460 540 23
Notes on usage and welding condition Package

Dia. (mm) 2.0 2.4 3.2 Dia. (mm) 1.6 2.4 3.2

Current  F (PA/1IG) 260~360 280~360 300 ~400 Spool (kg) 15,20

(Amp.)  HF(PC/2G) (23~25)  (24~25)  (25~27) Coil (kg) 20, 25, 30

+ Self-shielded FCW is to more generate a fume than titania type
FCW So you have to use the ventilation system in small space.

Approvals

KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-NGS10

For 490MPa high tensile steel (Self-Shielded, single pass)

Classifications

EN ISO 17632-A:2015 T42ZV NO 3 AWS A5.20-2005 E70T-10

EN ISO 17632-B:2015 T49 Z T10-1NOS AWS A5.36-2016 E70T10S-AZ-CS3
JIS 7 3313-2009 T49 T10-0N S KS D 7104-2012  YFW-S50GB
Description

« It is designed for welding of 490MPa high tensile steel and self-shielded wire to facilitate welding
outdoors.

« Typical applications include general fabrication and structural work requiring no impact properties.
(ASTM A36 Gr. All; A109 Gr. All; A283 Gr. A,B,C,D; A284 C,D; A285 Gr. A,B,C; A288 Gr. 1; A372 type |;
A500 Gr. All; A501 Gr. all)

« It has good arc stability, low spatter generation, high efficiency, good bead shape and slag removal.
« It has to use DECN (electrode negative).

Welding positions Polarity & shielding gas

+ DCEP (DC-)
iy v

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Al
0.10 0.1 0.53 0.015 0.01 1.10

Typical mechanical properties of all-weld metal

Y.S TS El. Remarks
(MPa) (MPa) (%)

AWS A5.20 min. 490

EN IS0 17632-B min. 390 490~670 min. 18

Example 480 530 22
Notes on usage and welding condition Package

Dia. (mm) 2.0 2.4 3.2 Dia. (mm) 1.6 2.4 3.2

Current  F (PA/1G) 260~360 280~360 300 ~ 400 Spool (kg) 15,20

(Amp.)  HF(PC/2G) (23~25)  (24~25)  (25~27) Coil (kg) 20, 25,30

- Self-shielded FCW is to more generate a fume than titania type
FCW So you have to use the ventilation system in small space.
Approvals

JIS, KS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-NGS11

For 490MPa high tensile steel (Self-Shielded, multi pass)

Classifications

EN ISO 17632-A:2015 T42ZY NO 1 AWS A5.20-2005 E71T-11

EN ISO 17632-B:2015 T49 Z T11-1NOA AWS A5.36-2016 E71T11-AZ-CS3
JIS 7 3313-2009 T49 T7-1NA KS D 7104-2012  YFW-S50GB
Description

« It is designed for welding of 490MPa high tensile steel and self-shielded wire to facilitate welding
outdoors.

« Typical applications include general fabrication and structural work requiring no impact properties.
(ASTM A36 Gr. All; A109 Gr. All; A283 Gr. A,B,C,D; A284 C,D; A285 Gr. A,B,C; A288 Gr. 1; A372 type |;
A500 Gr. All; A501 Gr. all)

« It has good arc stability, low spatter generation, high efficiency, good bead shape and slag removal
« It has to use DECN. (electrode negative)

Welding positions Polarity & shielding gas

E E m + DCEP (DC-)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Al

0.10 0.10 0.55 0.015 0.006 1.21

Typical mechanical properties of all-weld metal

Y.S TS El. Remarks
(MPa) (MPa) (%)
AWS A5.20 min. 390 490~670 min. 20
EN IS0 17632-B min. 390 490~670 min. 18
Example 500 530 23
Notes on usage and welding condition Package
Dia. (mm) 09 12 1.6 Dia.(mm) 09 12 32
Current F (PA/G) 80~120 120~180 180 ~270 Spool (kg) 5,12.5, 15, 20
(Amp.)  HF(PC/2G) (18~22)  (21~23)  (22~24)
VU (PF/3G) 100~160(22~25)

+ Self-shielded FCW is to more generate a fume than titania type
FCW So you have to use the ventilation system in small space.

Approvals

KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-NGS

For 490MPa high tensile steel (Self-Shielded, single pass)

Classifications

EN ISO 17632-A:2015 T42ZV NO 1 AWS A5.20-2005 E71T-GS

EN ISO 17632-B:2015 T49 ZTG-1NOS AWS A5.36-2016 E71T14S-AZ-CS3
JIS 7 3313-2009 T49TG-1N S KS D 7104-2012  YFW-S50GB
Description

« It is designed for welding of 490MPa high tensile steel and self-shielded wire to facilitate welding
outdoors.

« Typical applications include general fabrication and structural work requiring no impact properties.
(ASTM A36 Gr. All; A109 Gr. All; A283 Gr. A,B,C,D; A284 C,D; A285 Gr. A,B,C; A288 Gr. 1; A372 type |;
A500 Gr. All; A501 Gr. all)

« It has good arc stability, low spatter generation, high efficiency, good bead shape and slag removal.
« It has to use DECN. (electrode negative)

Welding positions Polarity & shielding gas

E E m « DCEP (DC-)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Al
0.10 0.10 0.55 0.014 0.006 1.21

Typical mechanical properties of all-weld metal

Y.S TS El. Remarks
(MPa) (MPa) (%)

AWS A5.20 min. 490

EN ISO 17632-B min. 390 490~670 min. 18

Example 489 520 22
Notes on usage and welding condition Package

Dia. (mm) 09 1.2 1.6 Dia. (mm) 09 12 32
Current F (PA/1G) 80~120 120~180 240 ~ 280 Spool (kg) 5,12.5, 15, 20
(Amp.) HF(PC/2G) (18~22)  (21~23)  (22~24)
VU (PF/3G) 100~160(22~25)

+ Self-shielded FCW is to more generate a fume than titania type
FCW So you have to use the ventilation system in small space.

Approvals

KS, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-NGS8

For 490MPa high tensile steel(self-Shielded, multi pass)

Classifications

EN ISO 17632-B:2015 T49 3 T8-1NOA AWS A5.20-2005 E71T-8

JIS 7 3313-2009 T49 3 T7-INA AWS A5.36-2016 E71T8-A2-CS3
KS D 7104-2012  YFL-S503B

Description

» For 490MPa high tensile steel & self-shielded wire to facilitate welding outdoors.

« For single and multiple-pass welding in all positions.

« It has good arc stability, low spatter generation, high efficiency, good bead shape and slag removal.
» The using polarity is DCEN. (wire negative)

Welding positions Polarity & shielding gas

E E m + DCEP (DC-)

Typical chemical composition of all-weld metal (%)
Shielding gas c si Mn P s Al

0.04 0.17 0.81 0.010 0.010 0.68

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30°c

AWS A5.20 min. 390 490~670 min. 22 >27

EN ISO 17632-B min. 390 490~670 min. 18 >27

Example 410 508 27 50

Notes on usage and welding condition Package

Dia. (mm) 14 16 20 24 Dia.(mm) 14 16 18 20 24
Current F (PA/1G) 220~240 260~280 280~300 300 ~320 Spool (kg) 15,20
(Amp.) HF(PCI2G) (22~23)  (23~24)  (23-24)  (24~25) Coil (kg) 20, 25,30

+ Self-shielded FCW is to more generate a fume than titania type
FCW So you have to use the ventilation system in small space.
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K-NGSNi1

For 490MPa high tensile steel(self-Shielded, multi pass)

Classifications

EN ISO 17632-B:2015 T49 3 T8-1NOA-N2 AWS A5.29-2010  E71T8-Ni1
JIS 7 3313-2009 T49 3 TG-1NA-N2 AWS A5.36-2016  E71T8-A2-Ni1
Description

« For 490MPa high tensile steel & self-shielded wire to facilitate welding outdoors.

+ The weld metal contain 0.5~1% Ni so, good impact value at low temperatures.(-30°C)

« For single and multiple-pass welding in all positions.

« It has good arc stability, low spatter generation, high efficiency, good bead shape and slag removal.
« The using polarity is DCEN. (wire negative)

Welding positions Polarity & shielding gas

E E m + DCEP (DC-)

Typical chemical composition of all-weld metal (%)
Shielding gas c Si Mn P s Ni Al

0.05 0.17 0.87 0.01 0.01 0.95 0.77

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c

AWS A5.29 min. 400 490~620 min. 20 >27

EN ISO 17632-B min. 390 490~670 min. 18 >27

Example 440 544 22 70

Notes on usage and welding condition Package

Dia. (mm) 14 16 20 24 Dia.(mm) 14 16 18 20 24
Current F (PA/1G) 220~240 260~280 280~300 300 ~320 Spool (kg) 15,20
(Amp.) HF(PC/2G) (22~23)  (23~24)  (23-24)  (24~25) Coil (kg) 20, 25,30

+ Self-shielded FCW is to more generate a fume than titania type
FCW So you have to use the ventilation system in small space.
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Electro Gas Welding

EGW single & tandem

Electro Gas Welding (EGW)
EGW applications

The purpose of EGW is highly efficient welding for vertical-up butt welding for heavy plate.

This process use the auto-carriage, it has excellent low temperature thoughness at high heat input.
(200~270KJ/cm)

Welding wire type divide by single & tandem, should be used to suitable type wire.

EGW welding Face part Root part Welding shape
machine

Descriptions

@ Itis designed for automatic V-up butt welding.
(2) Wire provides high deposition rate with a welding wire due to high welding condition.
@) It feature excellent mechanical properties, easy slag removal, low spatter generation, good bead shape.

Notes on usage and welding condition

@ It should be used only DCEP polarity.

(2) Once a wire was unpacked, the wire should be kept in an area of low humidity. If this note doesn’t keep,
itis possible to occur of weld defect.

Speccification
Classification
Type Brand name AWS Jis

K-EG2 (3Y) Ab5.26-1997(R2003) EG70T-2 JIS Z 3319-1999 YFEG-22C

For Single Approvals ABS, BV, DNV, LR, KR, NK, CCS
K-EG3 (5Y) Ab5.26-1997(R2003) EG82T-G JIS Z 3319-1999 YFEG-20G
Approvals -

Self-shield K-ES2 (2Y) Ab5.26-1997(R2003) EG72T-1 -

(Non gas type) Approvals -
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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Electro Gas Welding

EGW single & tandem

Typical chemical compositon of all-weld metal (5%) 100% CO2 Welding
Typical chemical composition of all-weld metal (%)
Brand name c Si Mn P S Ni Mo
K-EG2 (3Y, Single) 0.04 0.33 1.65 0.012 0.01 0.03 0.24
K-EG3 (5Y, Single) 0.04 0.20 1.50 0.01 0.012 1.80 0.24
K-ES2 (2Y, Single)

0.08 0.32 1.39 0.014 0.006 0.25 0.15
(Non gas type)

Typical mechanical properties of all-weld metal 100% CO2Welding
Mechanical Properties
Brand name YS. TS. El. \% Heat Input
(N/mm2) (N/mm2) (%) (J) (KJ/em)
Single K-EG2 (3Y) 448 576 30 -20°C : 80 260.0
K-EG3 (5Y) 520 660 25 -60°C : 50 246.0

K-ES2 (2Y, Single)

500 594 30 -30°C: 44 375.0
(Non gas type)

Notes on usage and welding condition

Brand name Dia. (mm) Polarity ~ Welding condition (A) Welding speed Shielding gas
Single. — oo — 16 DC+ T e tmin
S e @™
Welding positions Package
— Brand name Dia. (mm) Weight (Kg)
lI % 1.6 15, 20
K-ES2 24 25
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K-71UT

For 490MPa low temperature service steel

Classifications

EN ISO 17632-A:2015 T424 P C11H5 AWS A5.20-2005(R2015) E71T-9CJ H4

EN ISO 17632-B:2015 T49 4 T1-1C1 A-U H5 AWS A5.36-2016 E71T12-C1A4-CS1-H4
JIS 7 3313-2009 T494 T1-1 CA-U H5 KS D 7104-2012 YFL-C504R
Description

« It is designed for welding of 490MPa low temperature steels.
« Typical applications include railcar, automotive machinery, shipbuilding, bridges, heavy equipment etc.
+ Wire is a titania type of flux cored wire for all-position welding.

« It feature excellent mechanical properties, easy slag removal, low spatter generation, and good impact
value at low temperatures down to -40°C.

Welding positions Polarity & shielding gas
% ' » C0O2:100% CO2 (15~25¢/min)
N 1] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
CO2 0.04 0.30 1.35 0.014 0.010 0.39

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -40c
AWS A5.20 min. 390 490~670 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 > 47
Example 540 600 27 76 55 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5,15, 20
and maintain interpass temperature at 100~200°C. Pailpack (kg) 100 ~ 300

Approvals

ABS, BV, DNV, LR, KR, NK, RS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-71UTM

For 490MPa low temperature service steel

Classifications

EN ISO 17632-A:2015 T42 4 P M21 1 AWS A5.20-2005(R2015) E71T-9MJ

EN ISO 17632-B:2015 T49 4 T1-1M21 A-U AWS A5.36-2016 E71T12-M21A4-CS1
JIS 7 3313-2009 T494 T1-IMA-U KS D 7104-2012 YFL-A504R
Description

« ltis designed for the welding of 490MPa low-temperature steels with Ar+20%CO2 shielding gas.
« Typical applications include railcar, automotive machinery, shipbuilding, bridges, heavy equipment etc.
« This wire is a titania type of flux cored wire for all-position welding.

« It features excellent mechanical properties, easy slag removal, low spatter generation, and good impact
value at low temperatures down to -40°C.

Welding positions Polarity & shielding gas

% ' * Mix : Ar+20% CO2 (15~25&/min)
N 1] — - DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas c si Mn P s Ni

Mix 0.02 0.40 1.35 0.017 0.018 0.35

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -40C
AWS A5.20 min. 390 490~670 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 > 47
Example 610 640 27 140 125 Mix
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage Dia. (mm) 1.2 1.4 1.6
« In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5,15, 20
and maintain interpass temperature at 100~200°C. Pailpack (kg) 100 ~ 300
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K-71TSR

For 490MPa low temperature service steel (PWHT)

Classifications

EN ISO 17632-A:2015 T424 P C11H5 AWS A5.20-2005(R2015) E71T-12CJ H4

EN ISO 17632-B:2015 T49 4 T1-1C1 AP-N1-U H5 AWS A5.36-2016 E71T12-C1A/P4-CS2-H4
JIS 7 3313-2009 T49 4 T1-1C AP-N1-U H5 KS D 7104-2012 YFL-C504R

Description

« Itis designed for welding of 490MPa low temperature steels. (NACE/API steel)
« Typical applications include railcar, automotive machinery, shipbuilding, bridges, heavy equipment etc.
+ Wire is a titania type of flux cored wire for all-position welding.

« It feature excellent mechanical properties, easy slag removal, low spatter generation, and good impact
value at low temperatures down to -40°C in the PWHT conditions.

Welding positions Polarity & shielding gas
% ' » C0O2:100% CO2 (15~25¢/min)
N 1] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
CO2 0.02 0.45 1.41 0.010 0.009 0.41

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -40c
AWS A5.20 min. 390 490~620 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >47
Example  As-weld 578 612 25 138 19
(CO2) PWHT 558 600 27 69 52 620Cx2Hr
Notes on usage and welding condition Package
+ Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6
« In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5,15, 20
and maintain interpass temperature at 100~200°C. Pailpack (kg) 100 ~ 300

Approvals

ABS, BV, DNV, LR, KR, NK, KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-71TSRM

For 490MPa low temperature service steel (PWHT)

Classifications

EN ISO 17632-A:2015 T42 4 P M21 1 H10 AWS A5.20-2005(R2015) E71T-12MJ H8

EN ISO 17632-B:2015 T49 4 T1-1 M21 AP-N1-U H10 AWS A5.36-2016 E71T12-M21A/P4-CS2-H8
JISZ3313-2009  T494 T1-1 MAP-N1-U H10 KS D 7104-2012 YFL-A504R

Description

« Itis designed for welding of 490MPa low temperature steels. (NACE/API steel)

« Typical applications include railcar, automotive machinery, shipbuilding, bridges, heavy equipment etc.

+ Wire is a titania type of flux cored wire for all-position welding.

« It feature excellent mechanical properties, easy slag removal, low spatter generation, and good impact
value at low temperatures down to -40°C in the PWHT conditions.

Welding positions Polarity & shielding gas

% ' * Mix : Ar+20% CO2 (15~25&/min)
N 1] — - DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas c si Mn P s Ni

Mix 0.03 0.50 1.50 0.008 0.010 0.42

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -40c
AWS A5.20 min. 390 490~620 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >47
Example As-weld 580 610 27 128 85
(Mix) PWHT 560 600 27 74 55 620°Cx2Hr
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5,15, 20
and maintain interpass temperature at 100~200°C. Pailpack (kg) 100 ~ 300

Approvals

ABS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-71TP

For 490MPa low temperature service steel (ASME code)

Classifications
EN ISO 17632-A:2015 T423P C11H5 AWS A5.20-2005(R2015) E71T-12C/12M H4

T423P M211H10 AWS A5.36-2016 E71T12-C1/M21A2-CS2-H4
EN ISO 17632-B:2015 T493 T1-1C1AH5 KS D 7104-2012 YFL-A/C503R

T49 3 T1-1 M21 AH10
JIS 7 3313-2009 T49 3T1-1C/M A H10

Description

« It is designed for welding of 490MPa tensile strength steel.

« Typical applications include shipbuilding, pressure vessel, bridges, construction industries etc.

+ Wire is a titania type of flux cored wire for all-position welding.
« It feature easy slag removal, low spatter generation, good weld soundness.

Welding positions Polarity & shielding gas

z l » C0O2:100% CO2 (15~25¢/min)
N Il — Mix : Ar+20% COz (15~25¢/min)

- DCEP (DC+)
Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S
CO2 0.03 0.60 1.00 0.013 0.011
Typical mechanical properties of all-weld metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20T -30T
AWS A5.20 min. 390 490~620 min. 22 227
EN ISO 17632-B min. 390 490~670 min. 18 >27
Example 580 610 27 130 100 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6
+ In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5, 15, 20
and maintain interpass temperature at 100~200°C. Pailpack (kg) 100 ~ 300

KISWEL



K-71TNi2

For 490MPa low temperature service steel

Classifications

EN ISO 17632-A:2015 T426 2Ni P C11H5 AWS A5.29-10  E71T1-GC

EN ISO 17632-B:2015 T49 6 T1-1C1 A-N5 H5 AWS A5.36-2016 E71T12-C1A8-G-H4
JIS Z3313-2009 T496 T1-1 CA-N5 H5 KS D 7104-2012  YFL-C506R
Description

« It is designed for welding of 490MPa low temperature steels.

« Typical applications include railcar, automotive machinery, shipbuilding, bridges, heavy equipment etc.
+ Wire is a titania type of flux cored wire for all-position welding.

+ Weld metal contains 2.0wt%Ni and has a good low temperature toughness at -60°C.

« It provides low spatter generation and easy slag removal.

Welding positions Polarity & shielding gas
% ' » C02:100% CO2 (15~25¢/min)
N 1] — + DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas c si Mn P s Ni

CO2 0.04 0.33 1.18 0.01 0.010 2.15

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -60°C
AWS A5.29 min. 390 490~670 min. 22 >27
EN ISO 17632-B min. 390 490~670 min. 18 >27
Example 538 584 30 82 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5,15, 20
and maintain interpass temperature at 100~200°C. Pailpack (kg) 100 ~ 300

KISWEL



K-80TK2

For 560MPa low temperature service steel (1.5% Ni)

Classifications

EN ISO 17632-A:2015 T50 6 1.5Ni M C1 4 H5 AWS A5.29-2010 E80T1-K2C H4

EN ISO 17632-B:2015 T55 6 T1-0C1 A-N3-U H5 AWS A5.36-2016 E80T1-C1A8-K2-H4
JIS 7 3313-2009 T55 6 T1-0C A-N3-U H5 KS D 7104-2012  YFL-C506M
Description

+ It is designed for welding of 560MPa high tensile steel for low temperature service.

« Typical applications include offshore structures, LNG and LPG carriers and storage tank.

+ Wire is a metal type of flux cored wire for flat and horizontal position welding.

+ The weld metal contain about 1.5% Ni so, good impact value at low temperatures down to -60°C.

« It feature good porosity resistance and easy slag removal and deposition rate is higher than a titania type.

Welding positions Polarity & shielding gas
% » C0O2:100% CO2 (15~25¢/min)
N + DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
CO2 0.03 0.45 1.50 0.014 0.010 1.50

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -60°C
AWS A5.29 min. 470 550~690 min. 19 >27
EN ISO 17632-B min. 460 550~740 min. 17 > 47
Example 550 640 25 100 50 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5,15, 20
and maintain interpass temperature. Pailpack (kg) 100 ~ 300

Approvals

ABS, BV, DNV, KR, LR, NK, RS, KS, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-81TK2

For 560MPa low temperature service steel (1.5% Ni)

Classifications

EN ISO 17632-A:2015 T50 6 1.5Ni P C1 1 H5 AWS A5.29-2010 E81T1-K2C H4

EN ISO 17632-B:2015 T55 6 T1-1C1 A-N3-U H5 AWS A5.36-2016 E81T1-C1A8-K2-H4
JIS 7 3313-2009 T55 6 T1-1C A-N3-U H5 KS D 7104-2012  YFL-C506R
Description

« It is designed for welding of 560MPa high tensile steel for low temperature service.

« Typical applications include offshore structures, LNG and LPG carriers and storage tank.

+ Wire is a metal type of flux cored wire for all-position welding.

+ The weld metal contain about 1.5% Ni so, good impact value at low temperatures down to -60°C.

« It feature good porosity resistance and easy slag removal and deposition rate is higher than a titania type.

Welding positions Polarity & shielding gas
% ' » C02:100% CO2 (15~25¢/min)
N 1] — + DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas c si Mn P s Ni

CO2 0.03 0.45 1.50 0.012 0.009 1.50

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -60°C
AWS A5.29 min. 470 550~690 min. 19 >27
EN ISO 17632-B min. 460 550~740 min. 17 > 47
Example 550 640 25 120 55 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5,15, 20
and maintain interpass temperature at 100~200°C. Pailpack (kg) 100 ~ 300

Approvals

ABS, BV, DNV, KR, LR, NK, RS, KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-81TK2M

For 560MPa low temperature service steel (1.5% Ni)

Classifications

EN ISO 17632-A:2015 T50 6 1.5Ni P M21 1 H5 AWS A5.29-2010  E81T1-K2M

EN ISO 17632-B:2015 T55 6T1-1M21 A-N3-U H5 AWS A5.36-2016  E81T1-M21A8-K2
JIS 7 3313-2009 T55 6 T1-1M A-N3-U H5 KS D7104-2012  YFL-A506R
Description

« Itis designed for welding of 560MPa high tensile steel for low temperature service of below -60°C.

« Typical applications include offshore structures, LNG and LPG carriers and storage tank.

+ Wire is a metal type of flux cored wire for all-position welding.

+ The weld metal contain about 1.5% Ni so, good impact value at low temperatures down to -60°C.

« It feature good porosity resistance and easy slag removal and deposition rate is higher than a titania type.

Welding positions Polarity & shielding gas

% ' * Mix : Ar+20% CO2 (15~25&/min)
N 1] — - DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
Mix 0.03 0.43 1.45 0.012 0.009 1.50

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -60°C
AWS A5.29 min. 470 550~690 min. 19 >27
EN ISO 17632-B min. 460 550~740 min. 17 > 47
Example 550 640 25 120 95 Mix
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5,15, 20
and maintain interpass temperature at 100~200°C. Pailpack (kg) 100 ~ 300

KISWEL



K-81TSR

For 560MPa low temperature service steel (PWHT, CTOD)

Classifications

EN ISO 17632-A:2015 T50 6 1.5Ni P C1 1 H5 AWS A5.29-2010 E81T1-K2C H4

EN ISO 17632-B:2015 T55 6 T1-1C1 AP-N3-U H5 AWS A5.36-2016 E81T1-C1G8-K2-H4
JIS 7 3313-2009 T55 6 T1-1C AP-N3-U H5 KS D 7104-2012  YFL-C506R
Description

« It is designed for welding of 560MPa high tensile steel for low temperature service.
« Typical applications include offshore structures, LNG and LPG carriers and storage tank.
+ Wire is a titania type of flux cored wire for all-position welding.

« It feature easy slag removal, low spatter generation, and good impact value at low temperature down
to -60°C in the PWHT conditions.

Welding positions Polarity & shielding gas
% ' » C02:100% CO2 (15~25¢/min)
N 1] — + DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Ni

CO2 0.02 0.31 121 0.01 0.010 1.47

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c -60TC
AWS A5.29 min. 470 550~690 min. 19 >27
EN ISO 17632-B min. 460 550~740 min. 17 > 47
As-weld 570 640 25 125 90 s
Example oy 520 600 29 85 65 620cx2Hr
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6
« In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5,15, 20
and maintain interpass temperature at 100~200°C. Pailpack (kg) 100 ~ 300
Approvals

ABS, BV, DNV, KR, LR, NK, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-81TK2 Plus

For 560MPa low temperature service steel (1.5% Ni)

Classifications

EN ISO 17632-A:2015 T50 6 1.5Ni P C1 1 H5 AWS A5.29-2010  E81T1-K2C H4

EN ISO 17632-B:2015 T55 6 T1-1C1 A-N3-U H5 AWS A5.36-2016 E81T1-C1A8-K2-H4
JIS 7 3313-2009 T55 6 T1-1C A-N3-U H5 KS D 7104-2012  YFL-C506R
Description

+ It is designed for welding of 560MPa high tensile steel for low temperature service.

« Typical applications include offshore structures, LNG and LPG carriers and storage tank.

+ Wire is a titania type of flux cored wire for all-position welding.

+ The weld metal contain about 1.5% Ni so, good impact value at low temperatures down to -60°C.

Welding positions Polarity & shielding gas
% ' » C0O2:100% CO2 (15~25¢/min)
N 1] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
CO2 0.03 0.48 162 0.012 0.010 1.50

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -60°C
AWS A5.29 min. 470 550~690 min. 19 >27
EN ISO 17632-B min. 460 550~740 min. 17 > 47
Example 582 650 27 15 83 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5,15, 20
and maintain interpass temperature at 100~200°C. Pailpack (kg) 100 ~ 300

Approvals

ABS, BV, DNV.GL, LR, KS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-85TNi3M

Classifications

EN ISO 17632-A 2015 T50 7 3Ni B M21 3 H5
EN ISO 17632-B 2015 T55 7 T4-0 M21 P N7-U H5
JIS 7 3313-2009 T55 7 T4-0 M21 P-N7-U H5

Description

Welding positions

- L

For 560MPa low temperature service steel (3% Ni)

AWS A5.29-2010  E80T5 Ni3M H4
AWS A5.36-2016  E80T5 M21 P 10 Ni3 H4

Polarity & shielding gas

* Mix : Ar+20% CO2 (15~25&/min)
+ DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
Mix 0.05 0.27 1.02 0.008 0.004 3.50
Typical mechanical properties of all-weld metal
YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -70c -95¢C
AWS A5.29 min. 470 550~690 min. 19 >27
EN IS0 17632-B min. 460 550~740 min. 17 >47
Example 535 605 29 107 50 610CX1Hr
Notes on usage and welding condition Package

« Refer to page 229~231 for more information on usage.

« In order to prevent crack at low temperatures, preheat
and maintain interpass temperature at 100~200°C.

Dia. (mm) 1.2 14 1.6
Spool (kg) 5,12.5,15, 20
Pailpack (kg) 100 ~ 300

KISWEL



K-91TK2

For 620MPa low temperature service steel (1.5% Ni)

Classifications

EN ISO 18276-A:2017 T55 4 Mn1.5Ni P C1 1 H5 AWS A5.29-2010  E91T1-K2C H4

EN ISO 18276-B:2017 T62 4 T1-1 C1 A-N3M1-U H5 AWS A5.36-2016  E91T1-C1A4-K2-H4
JISZ3313-2009  T624 T1-1CA-N3-U H5 KSD7104-2012  YFL-C504R
Description

+ It is designed for welding of 620MPa high tensile steel for low temperature service.

« Typical applications include offshore structures, LNG and LPG carriers and storage tank.

+ Wire is a metal type of flux cored wire for all-position welding.

+ The weld metal contain about 1.5% Ni so, good impact value at low temperatures down to -60°C.

« It feature good weldability together with excellent properties for the semi-automatic and automatic
welding of many higher strength steels.

Welding positions Polarity & shielding gas
z l + C02:100% COz2 (15~258/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Ni
CO2 0.03 0.45 127 0.012 0.009 1.45

Typical mechanical properties of all-weld metal
YS TS El. v (J)

(MPa) (MPa) (%) 20 4o Remarks

AWS A5.29 min. 540 620~760 min. 17 >27
EN ISO 18276-B min. 530 620~820 min. 15 >47
Example 550 640 25 135 90 CO2
Notes on usage and welding condition Package
+ Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6
« In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5,15, 20

and maintain interpass temperature at 100~200°C. Pailpack (kg) 100 ~ 300

Approvals

RS, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-91TSR

For 620MPa low temperature service steel (PWHT, CTOD)

Classifications

EN ISO 18276-B:2017 T62 5 T1-1 C1 AP-N4M21 H5 AWS A5.29-2010  E91T1-Ni2CJ H4

JISZ 33132009  T625 T1-1CAP-N5 H5 AWS A5.36-2016  E91T1-C1A6-Ni2-H4
KS D7104-2012  YFL-C504R

Description

« It is designed for welding of 620MPa high tensile steel for low temperature service.
« Typical applications include offshore structures, LNG and LPG carriers and storage tank.

« It could be able to all-position welding, weld metal contains 2.0%Ni and has a good low temperature
toughness at -60°C after PWHT.

« It provides soft welding arc, high deposition rate and low spatter generation.

Welding positions Polarity & shielding gas
% ' » C02:100% CO2 (15~25¢/min)
N 1] — - DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas c si Mn P s Ni

CO2 0.04 0.37 1.38 0.009 0.002 2.18

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -50C -60C

AWS A5.29 min. 540 620~760 min. 17 >27
Example As-weld 617 674 24 103 88

P PWHT 567 630 27 n7 90 6001Cx8Hr
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« In order to prevent crack at low temperatures, preheat Spool (kg) 5,12.5,15, 20

and maintain interpass temperature at 100~200°C. Pailpack (kg) 100 ~ 300

Approvals
KS

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-71TS

For 490MPa corrosion resisting steel against sulfic acid

Classifications
EN ISO 17632-A:2015 T420P C11 AWS A5.36-2016 E71T1-C1A0-CS1 H8
EN ISO 17632-B:2015 T49 0 T1-1C1A-U KS D 7104-2012  YFW-C50DR

JIS 7 3313-2009 T490 T1-1CA

Description

« Itis designed for the mild and medium tensile steels that are used to for flue gasdesulfurization facilities.
 The weld metal contain Cu, Co alloys and has good anticorrosion against sulfic acid.

+ Wire is a titania type of flux cored wire for all-position welding.

« It feature excellent mechanical properties, easy slag removal, low spatter generation, high X-ray safety.

Welding positions Polarity & shielding gas
% ' » C0O2:100% CO2 (15~25¢/min)
N 1] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cu Co
CO2 0.02 0.40 1.00 0.013 0.010 0.38 0.10

Typical mechanical properties of all-weld metal

Y.S TS TEMP/(500C) El. vV {J) Remarks

(MPa) (MPa) (MPa) (%) 0c
ENISO 17632-B min. 390 490~670 min. 22 >47
JISZ3313 min. 400 490~670 min. 18 >47
Example 520 580 420 29 64 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« When heat input is excessive, the impact value tends Spool (kg) 5,12.5,15, 20

to be reduced. Therefore, perform welding with selecting Pailpack (kg) 100 ~ 300

proper heat input.

Approvals

KS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-71TSS

For 490MPa corrosion resisting steel against sulfic acid

Classifications
EN ISO 17632-A:2015 T420P C11 AWS A5.36-2016 E71T1-C1A0-CS1 H8
EN ISO 17632-B:2015 T49 0 T1-1C1A-U KS D 7104-2012  YFW-C50DR

JIS 7 3313-2009 T49J 0 T1-1CA-U H5

Description

« ltis designed for the mild and medium tensile steels that are used to for flue gasdesulfurization facilities.
« The weld metal contain Ni, Cu alloys and has good anticorrosion against sulfic acid and hydrochloric acid.
+ Wire is a titania type of flux cored wire for all-position welding.

« It feature excellent mechanical properties, easy slag removal, low spatter generation, high X-ray safety.

Welding positions Polarity & shielding gas
% ' » C02:100% CO2 (15~25¢/min)
N 1] — + DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas c Si Mn P s Ni Cu

CO2 0.05 0.45 0.85 0.012 0.010 0.20 0.33

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c
EN ISO 17632-B min. 390 490~670 min. 22 >47
JISZ3313 min. 400 490~670 min. 18 >47
Example 483 597 29 75 CO2
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« When heat input is excessive, the impact value tends Spool (kg) 5,12.5,15, 20
to be reduced. Therefore, perform welding with selecting Pailpack (kg) 100 ~ 300

proper heat input.

Approvals

KS, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-81TAT

For heat-resisting steel (0.5% Mo)

Classifications

EN ISO 17634-A:2015 T (Mo) P C1 1 AWS A5.29-2010 E81T1-A1C

EN ISO 17634-B:2015 T55T1-1C1-2M3 AWS A5.36-2016 E81T1-C1PZ-A1
JIS 7 3318-2010 T55T1-1C-2M3 KS D7121-2015  YFM-C
Description

« It is designed for welding of 560MPa 0.5% Mo steels used for high pressure vessels, oil refining
industries, steam pipes of boilers etc. (ASTM A161T-1, A182 F1, A204 Gr.A/B, A234 Gr. WP1, A336 Gr.F1
A352 Gr. LC1, A356 Gr. 2, A426 Gr. CP1,CP15, A533 Gr.A1)

» The weld metal contain about 0.5% Mo so it has good crack and heat resistance.
+ Wire is a titania type of flux cored wire for all-position welding.
« It has very efficient welding due to higher deosition rate particularly.

Welding positions Polarity & shielding gas
a l + C02:100% COz2 (15~258/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Mo
CO2 0.02 0.55 1.21 0.008 0.010 0.53

Typical mechanical properties of all-weld metal
YS TS El.

(MPa) (MPa) (%) PWHT

AWS A5.29 min. 470 550~690 min. 19

EN ISO 17634-B min. 460 550~740 min. 17

Example (CO2) 531 610 25 620Cx1Hr

Notes on usage and welding condition Package

+ Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6

« Preheat at 100~200°C and PWHT at 620°C. Spool (kg) 5,125, 15, 20
Pailpack (kg) 100 ~ 300

KISWEL



K-81TB2

For heat-resisting steel (1.25%Cr-0.5% Mo)

Classifications

EN ISO 17634-A:2015 T (CrMo 1) P C1 1 AWS A5.29-2010 E81T1-B2C

EN ISO 17634-B:2015 T55T1-1C1-1CM AWS A5.36-2016 E81T1-C1PZ-B2
JIS 7 3318-2010 T55T1-1C-1CM KS D 7121-2015  YFICM-C
Description

« Itis designed for welding of 560MPa 1.25%Cr-0.5% Mo steels used for high pressure vessels, oil refining
industries, steam pipes of boilers etc. (ASTM A182 Gr. F2, F11,F12, A193 Gr. B7, A234 Gr. WP11,WP12,
A250 Gr.T11, A336 Gr. F11,F12 A356 Gr. 5,6,8,9; A387 Gr. 2,11,12, A389 Gr. C23, A672 Gr. H75, 80)

+ The weld metal contain about 1.25%Cr, 0.5%Mo and has good crack and heat resistance.
+ Wire is a titania type of flux cored wire for all-position welding.
« It has excellent creep rupture strength, easy slag removal and good weld soundness.

Welding positions Polarity & shielding gas
z l + C02:100% COz2 (15~25&/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Cr Mo

CO2 0.05 0.44 1.08 0.008 0.009 1.25 0.53

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%) PUHT
AWS A5.29 min. 470 550~690 min. 19
EN ISO 17634-B min. 460 550~740 min. 17
Example (CO2) 531 600 25 690Cx1Hr
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage Dia. (mm) 1.2 14 1.6
« Preheat at 150~300°C and PWHT at 690°C. Spool (kg) 5,12.5, 15, 20
Pailpack (kg) 100 ~ 300

KISWEL



K-81TB2S

For heat-resisting steel (1.25%Cr-0.5% Mo)

Classifications

EN ISO 17634-A:2015 T (CrMo 1) P C1 1 AWS A5.29-2010 E81T1-B2C

EN ISO 17634-B:2015 T55T1-1C1-1CM AWS A5.36-2016 E81T1-C1P0-B2
JIS 7 3318-2010 T55T1-1C-1CM KSD7121-2015  YFICM-G
Description

« ltis designed for welding of 560MPa 1.25%Cr-0.5% Mo steels used for high pressure vessels, oil refining
industries, steam pipes of boilers etc. (ASTM A182 Gr. F2, F11,F12, A193 Gr. B7, A234 Gr. WP11,WP12,
A250 Gr.T11, A336 Gr. F11,F12 A356 Gr. 5,6,8,9; A387 Gr. 2,11,12, A389 Gr. C23, A672 Gr. H75, 80)

+ The weld metal contain about 1.25%Cr, 0.5%Mo and has good crack and heat resistance.
+ Wire is a titania type of flux cored wire for all-position welding.
« It has excellent creep rupture strength and good impact value at low temperature(0°C).

Welding positions Polarity & shielding gas
z l + C02:100% COz2 (15~258/min)
N I — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas c Si Mn P S Cr Mo
CO2 0.05 0.22 0.89 0.014 0.013 118 0.50

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c
AWS A5.29 min. 470 550~690 min. 19
EN ISO 17634-B min. 460 550~740 min. 17
Example (CO2) 568 643 24 88 690Cx1Hr
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6
« Preheat at 160~190°C and PWHT at 690°C. Spool (kg) 5,12.5, 15, 20
Pailpack (kg) 100 ~ 300

KISWEL



K-81TB2SM

For heat-resisting steel (1.25%Cr-0.5% Mo)

Classifications

EN ISO 17634-A:2015 T (CrMo 1) P M211 AWS A5.29-2010 E81T1-B2M

EN ISO 17634-B:2015 T55T1-1M21-1CM AWS A5.36-2016 E81T1-M21P0-B2
JIS 7 3318-2010 T55T1-1M-1CM KSD7121-2015  YFICM-G
Description

« ltis designed for welding of 560MPa 1.25%Cr-0.5% Mo steels used for high pressure vessels, oil refining
industries, steam pipes of boilers etc. (ASTM A182 Gr. F2, F11,F12, A193 Gr. B7, A234 Gr. WP11,WP12,
A250 Gr.T11, A336 Gr. F11,F12 A356 Gr. 5,6,8,9; A387 Gr. 2,11,12, A389 Gr. C23, A672 Gr. H75, 80)

+ The weld metal contain about 1.25%Cr, 0.5%Mo and has good crack and heat resistance.
+ Wire is a titania type of flux cored wire for all-position welding.
« It has excellent creep rupture strength and good impact value at low temperatures.(-20°C)

Welding positions Polarity & shielding gas
% l * Mix : Ar+20% CO2 (15~25¢/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Cr Mo

Mix 0.06 0.24 1.03 0.010 0.007 1.42 0.52

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 0t -20C
AWS A5.29 min. 470 550~690 min. 19
EN ISO 17634-B min. 460 550~740 min. 17
Example (Mix) 556 628 27 109 36 690Cx1Hr
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage Dia. (mm) 1.2 14 1.6
« Preheat at 160~190°C and PWHT at 690°C. Spool (kg) 5,12.5,15, 20
Pailpack (kg) 100 ~ 300

KISWEL



K-81TB2L

For heat-resisting steel (1.25%Cr-0.5% Mo)

Classifications

EN ISO 17634-A:2015 T (CrMo 1L) P C11 AWS A5.29-2010 E81T1-B2CL

EN ISO 17634-B:2015 T55T1-1C1-1CML AWS A5.36-2016 E81T1-C1PZ-B2L
JIS 7 3318-2010 T55T1-1C-1CML KS D 7121-2015  YF1CM-C
Description

« ltis designed for welding of 560MPa 1.25%Cr-0.5% Mo steels used for high pressure vessels, oil refining
industries, steam pipes of boilers etc. (ASTM A182 Gr. F2, F11,F12, A193 Gr. B7, A234 Gr. WP11,WP12,
A250 Gr.T11, A336 Gr. F11,F12 A356 Gr. 5,6,8,9; A387 Gr. 2,11,12, A389 Gr. C23, A672 Gr. H75, 80)

« The weld metal contain about 1.25%Cr, 0.5%Mo, low carbon and has good crack and heat resistance.

« Wire is a titania type of flux cored wire for all-position welding.

« It has excellent creep rupture strength, easy slag removal and good weld soundness.

Welding positions Polarity & shielding gas
a l + C02:100% COz2 (15~258/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr Mo
CO2 0.03 0.43 1M 0.008 0.010 1.28 0.56

Typical mechanical properties of all-weld metal
YS TS El.

(MPa) (MPa) (%) PWHT

AWS A5.29 min. 470 550~690 min. 19

EN ISO 17634-B min. 460 550~740 min. 17

Example (CO2) 531 600 25 690°Cx1Hr

Notes on usage and welding condition Package

« Refer to page 229~231 for more information on usage Dia. (mm) 1.2 14 1.6

« Preheat at 160~190°C and PWHT at 690°C. Spool (kg) 5,125, 15, 20
Pailpack (kg) 100 ~ 300

KISWEL



K-81TB6

For heat-resisting steel (5%Cr-0.5% Mo)

Classifications
EN ISO 17634-A:2015 T (CrMo 5) P M21 1 AWS A5.29-2010 E81T1-B6M
EN ISO 17634-B:2015 T55T1-1M21-5CM AWS A5.36-2016 E81T1-M21PZ-B6

JIS 7 3318-2010 T55T1-1M-5CM

Description

« It is designed for welding of 560MPa 5%Cr-0.5% Mo steels used for high pressure vessels, oil refining
industries, steam pipes of boilers etc. (ASTM A213-T5, A335-P5)

» The weld metal contain about 5%Cr, 0.5%Mo and has good crack and heat resistance.
» Wire is a titania type of flux cored wire for all-position welding.
« It has excellent creep rupture strength, easy slag removal and good weld soundness.

Welding positions Polarity & shielding gas

% ' * Mix : Ar+20% CO2 (15~25&/min)
N 1] — - DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas c Si Mn P s Cr Mo

Mix 0.06 0.58 0.42 0.008 0.009 4.52 0.48

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) R.T. (about 24°C)
AWS A5.29 min. 470 550~690 min. 19
EN ISO 17634-B min. 460 550~740 min. 17
Example (Mix) 550 660 20 70 745Cx2Hr
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage Dia. (mm) 1.2 1.4 1.6
« Preheat at 150~250°C and PWHT at 745°C. Spool (kg) 5,12.5, 15, 20
Pailpack (kg) 100 ~ 300

KISWEL



K-91TB3

For heat-resisting steel (2.25%Cr-1% Mo)

Classifications

EN ISO 17634-A:2015 T (CrMo 2) P C1 1 AWS A5.29-2010 E91T1-B3C

EN ISO 17634-B:2015 T62T1-1C1-2C1M AWS A5.36-2016 E91T1-C1PZ-B3
JIS 7 3318-2010 T62T1-1C-2C1M KS D 7121-2015  YF2CM-C
Description

« It is designed for welding of 620MPa 2.25%Cr-1% Mo steels used for high pressure vessels, oil refining
industries, steam pipes of boilers etc. (ASTM A182 Gr. F21,F22,F22a, A193 Gr. B16, A213 Gr.T22, A250
Gr.T22, A336 Gr. F21,F22, A356 Gr. 10, A387 Gr. 21,22; A389 Gr. C24, A542 Gr. 2A, 2B, A691 Gr. 12)

+ The weld metal contain about 2.25%Cr, 1%Mo and has good crack and heat resistance.
+ Wire is a titania type of flux cored wire for all-position welding.
« It has excellent creep rupture strength, easy slag removal and good weld soundness.

Welding positions Polarity & shielding gas
a l + C02:100% COz2 (15~258/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr Mo
CO2 0.05 0.51 118 0.008 0.0M 2.25 1.03

Typical mechanical properties of all-weld metal
YS TS El.

(MPa) (MPa) (%) PUHT

AWS A5.29 min. 540 620~760 min. 17

EN ISO 17634-B min. 530 620~820 min. 15

Example (CO2) 630 680 24 690Cx1Hr

Notes on usage and welding condition Package

« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6

« Preheat at 160~190°C and PWHT at 690°C. Spool (kg) 5,12.5,15, 20
Pailpack (kg) 100 ~ 300

KISWEL



K-91TB3SM

For heat-resisting steel (2.25%Cr-1% Mo)

Classifications

EN ISO 17634-A:2015 T (CrMo 2) P M211 AWS A5.29-2010 E91T1-B3M

EN ISO 17634-B:2015 T62T1-1M21-2C1M AWS A5.36-2016 E91T1-M21P0-B3
JIS 7 3318-2010 T62T1-1M-2C1M KSD7121-2015  YF2CM-G
Description

« It is designed for welding of 620MPa 2.25%Cr-1% Mo steels used for high pressure vessels, oil refining
industries, steam pipes of boilers etc. (ASTM A182 Gr. F21,F22,F22a, A193 Gr. B16, A213 Gr.T22, A250
Gr.T22, A336 Gr. F21,F22, A356 Gr. 10, A387 Gr. 21,22; A389 Gr. C24, A542 Gr. 2A, 2B, A691 Gr. 12)

« The weld metal contain about 2.25%Cr, 1%Mo and has good crack and heat resistance.
+ Wire is a titania type of flux cored wire for all-position welding.
« It has excellent creep rupture strength and good impact value at low temperatures.(-20°C)

Welding positions Polarity & shielding gas
% l * Mix : Ar+20% CO2 (15~25¢/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Cr Mo

Mix 0.06 0.33 1.06 0.015 0.013 2.19 1.04

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J)

(MPa) (MPa) (%) 0c 200 PWHT
AWS A5.29 min. 540 620~760 min. 17
EN ISO 17634-B min. 530 620~820 min. 15
Example (Mix) 658 726 21 139 120 690Cx1Hr
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 14 1.6
« Preheat at 160~190°C and PWHT at 690°C. Spool (kg) 5,12.5,15, 20

Pailpack (kg) 100 ~ 300

KISWEL



K-91TB3L

For heat-resisting steel (2.25%Cr-1% Mo)

Classifications

EN ISO 17634-A:2015 T (CrMo 2L) P C11 AWS A5.29-2010 E91T1-B3LC

EN ISO 17634-B:2015 T62T1-1C1-2C1ML AWS A5.36-2016 E91T1-C1PZ-B3L
JIS 7 3318-2010 T62T1-1C-2C1ML KS D 7121-2015  YF2CM-C
Description

« It is designed for welding of 620MPa 2.25%Cr-1% Mo steels used for high pressure vessels, oil refining
industries, steam pipes of boilers etc. (ASTM A182 Gr. F21,F22,F22a, A193 Gr. B16, A213 Gr.T22, A250
Gr.T22, A336 Gr. F21,F22, A356 Gr. 10, A387 Gr. 21,22; A389 Gr. C24, A542 Gr. 2A, 2B, A691 Gr. 12)

* The weld metal contain about 2.25%Cr, 1%Mo, low carbon and has good crack and heat resistance.
+ Wire is a titania type of flux cored wire for all-position welding.
« It has excellent creep rupture strength, easy slag removal and good weld soundness.

Welding positions Polarity & shielding gas
a l + C02:100% COz2 (15~258/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr Mo
CO2 0.03 0.51 118 0.007 0.01 2.25 1.03

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%) PWHT
AWS A5.29 min. 540 620~760 min. 17
EN ISO 17634-B min. 530 620~820 min. 15
Example (CO2) 630 680 25 690°Cx1Hr
Notes on usage and welding condition Package
+ Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« Preheat at 160~190°C and PWHT at 690°C. Spool (kg) 5,12.5, 15, 20
Pailpack (kg) 100 ~ 300

KISWEL



K-91TB3LS

Classifications

AWS A5.29-2010 E91T1-G
AWS A5.36-2016 E91T1-C1PZ-G

Description

For heat-resisting steel (2.25%Cr-1% Mo)

« It is designed for welding of 620MPa 2.25%Cr-1% Mo steels used for high pressure vessels, oil refining
industries, steam pipes of boilers etc. (ASTM A182 Gr. F21,F22,F22a, A193 Gr. B16, A213 Gr.T22, A250
Gr.T22, A336 Gr. F21,F22, A356 Gr. 10, A387 Gr. 21,22; A389 Gr. C24, A542 Gr. 2A, 2B, A691 Gr. 12)

+ The weld metal contain about 2.25%Cr, 1%Mo, low carbon
« It has excellent low temperature toughness at -20°C.

Welding positions
- K= il

Typical chemical composition of all-weld metal (3%)

and has good crack and heat resistance.

Polarity & shielding gas

» C02:100% CO2 (15~25¢/min)
+ DCEP (DC+)

Shielding gas C Si Mn P S Cr Mo
C02 0.06 0.33 1.06 0.015 0.013 2.19 1.04
Typical mechanical properties of all-weld metal
YS TS El. IV (J)
(MPa) (MPa) (%) 0c 20c  PWHT
AWS A5.29 min. 540 620~760 min. 17
EN ISO 17634-B min. 530 620~820 min. 15
Example (CO2) 658 726 21 139 120 690°CxX1Hr
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« Preheat at 160~190°C and PWHT at 690°C. Spool (kg) 5,12.5, 15, 20
Pailpack (kg) 100 ~ 300

KISWEL



K-91TB9

For heat-resisting steel (9%Cr-1%Mo-V)

Classifications

EN ISO 17634-B:2015 T69T1-1M21-9C1MV AWS A5.29-2010 E91T1-BIM

JIS Z 3318-2010 T69T1-1M-9C1MV AWS A5.36-2016  E91T1-M21PZ-B9
Description

« It is designed for welding of 620MPa 9%Cr-1% Mo-V steels used for high pressure vessels, oil refining
industries etc. (ASTM A189 Gr. F91, A199 Gr.T91, A200 Gr.T91, A213 Gr.T91 A335 Gr. P91, A369 Gr.
FP91, A387 Gr. 91)

+ The weld metal contain about 9%Cr-1%Mo-Ni-V component, so excellent creep rupture strength.
« It has easy slag removal and good weld soundness.

Welding positions Polarity & shielding gas
z l * Mix : Ar+20% CO2 (15~25¢/min)
N I — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Mo \
Mix 0.10 0.23 0.72 9.10 1.00 0.18

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%) PIHT
AWS A5.29 min. 540 620~830 min. 16
Example (Mix) 630 750 24 760°Cx2Hr
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2
« Preheat at 210~310°C and PWHT at 760°C. Spool (kg) 5,12.5, 15, 20
Pailpack (kg) 100 ~ 300

KISWEL



K-101TB9

For heat-resisting steel (9%Cr-1%Mo-V)

Classifications

EN ISO 17634-B:2015 T69T1-1M21-9C1MV AWS A5.29-2010 E91T1-BIM

JIS Z 3318-2010 T69T1-1M-9C1MV AWS A5.36-2016 E101T1-M21PZ-B9
Description

« Itis designed for welding of 700MPa 9%Cr-1% Mo-V steels used for high pressure boilers, chemical and
oil refinery plants. (ASTM A189 Gr. F91, A199 Gr.T91, A200 Gr.T91, A213 Gr.T91, A335 Gr. P91, A369
Gr. FP91, A387 Gr. 91)

« K-101TB9 is proposed as AWS E101T1-B9M due to no current national standards.
« It has easy slag removal and good weld soundness.

Welding positions Polarity & shielding gas
z l * Mix : Ar+20% CO2 (15~25¢/min)
N I — - DCEP (DC+)

Typical chemical composition of all-weld metal (5%)

Shielding gas C Si Mn Cr Mo Vv
Mix 0.12 0.26 0.72 9.60 1.00 0.20

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%) PIHT
AWS A5.29 min. 540 620~830 min. 16
EN ISO 17634-B min. 565 690~890 min. 14
Example (Mix) 720 810 18 760°Cx2Hr
Notes on usage and welding condition Package
« Refer to page 229~231 for more information on usage. Dia. (mm) 1.2
« Preheat at 210~310°C and PWHT at 760°C. Spool (kg) 5,12.5, 15, 20
Pailpack (kg) 100 ~ 300

KISWEL



K-71TW

For atmospheric corrosion resisting steel

Classifications

EN ISO 17632-B:2015 T49 3T1-1C1A-NCC1 AWS A5.29-2010 E81T1-W2C

JIS Z 3320-2012 T49 3T1-1CA-NCC1 AWS A5.36-2016 E71T1-C1A2-W2
KS D 7109-2005  YFA-50W

Description

« It is designed for welding of 490MPa weather-proof steels.

» The weld metal contain Cr, Ni, Cu alloys and has good weather-proof properties.

+ Wire is a titania type of flux cored wire for all-position welding.

« It feature excellent mechanical properties, easy slag removal, low spatter generation, high X-ray safety.

Welding positions Polarity & shielding gas
% ' » C0O2:100% CO2 (15~25¢/min)
N 1] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni Cu
CO2 0.05 0.54 1.10 0.55 0.45 0.42

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20T -30C
AWS A5.29 min. 470 550~690 min. 19 >27
EN ISO 17632-B min. 390 490~670 min. 18 >27
Example 510 592 21 52 40 CO2
Notes on usage and welding condition Package
* Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« When heat input is excessive, the impact value tends Spool (kg) 5,12.5,15, 20
to be reduced. Therefore, perform welding with selecting Pailpack (kg) 100 ~ 300

proper heat input.
Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-81TW

For atmospheric corrosion resisting steel

Classifications

EN ISO 17632-B:2015 T55 3T1-1C1A-NCC1 AWS A5.29-2010 E81T1-W2C

JIS Z 3320-2012 T55 3T1-1CA-NCC1 AWS A5.36-2016 E81T1-C1A2-W2
KS D 7109-2005  YFA-58W

Description

« It is designed for welding of 560MPa weather-proof steels.

« It has better CVN toughness at low temperatures when compared to the K-71TW.

+ Wire is a titania type of flux cored wire for all-position welding.

« It feature excellent mechanical properties, easy slag removal, low spatter generation, high X-ray safety.

Welding positions Polarity & shielding gas
% ' » C02:100% CO2 (15~25¢/min)
N 1] — + DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn Cr Ni Cu

CO2 0.05 0.54 1.20 0.55 0.55 0.45

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20T -30C
AWS A5.29 min. 470 550~690 min. 19 >27
EN ISO 17632-B min. 460 550~740 min. 17 >27
Example 550 630 28 75 60 CO2
Notes on usage and welding condition Package
+ Refer to page 229~231 for more information on usage. Dia. (mm) 1.2 1.4 1.6
« When heat input is excessive, the impact value tends Spool (kg) 5,12.5,15, 20
to be reduced. Therefore, perform welding with selecting Pailpack (kg) 100 ~ 300

proper heat input.
Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-250HT

For hardfacing (Hv200~300)

Classifications
EN ISO 14700:2005 T Fel

Description

JISZ3326  YF2A-C-250

« It is designed for welding of metal to metal and underlaying welding of hardfacing.
« In order to minimize cracking, should obey the preheat and interpass temperature.
« It has low spatter generation, easy slag removal and reduced grinding time after work hardening.

Welding positions Polarity & shielding gas
z + CO2: 100% CO2 (15~25¢/min)
< « DCEP (DC+)
Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Cr
C02 0.07 0.50 159 0.013 0.011 1.30
Typical mechanical properties of all-weld metal
Typical value Interpass
Hy HRC Temp(c) Remarks
Example (CO2) 200~300 1~29 29~42 150 As weld

* Composition and hardness depend upon dilution. Single layer deposit hardness depend upon base metal

and/or build-up material.

Package
Dia. (mm) 1.2 1.4 1.6
Spool (kg) 10, 15, 20

KISWEL



K-300HT

For hardfacing (Hv250~350)

Classifications
EN ISO 14700:2005 T Fel JISZ 3326  YF2A-C-300

Description

« It is designed for welding of metal to metal and underlaying welding of hardfacing.
« In order to minimize cracking, should obey the preheat and interpass temperature.
« It has low spatter generation, easy slag removal and reduced grinding time after work hardening.

Welding positions Polarity & shielding gas
% + C02:100% CO2 (15~25¢/min)
N - DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr
CO2 0.09 0.68 154 0.014 0.013 1.10

Typical mechanical properties of all-weld metal

Typical value Interpass
Hv HRC Hs Templ'c) Remarks
Example (CO2) 250~350 22~35 36~47 150 As weld

* Composition and hardness depend upon dilution. Single layer deposit hardness depend upon base metal
and/or build-up material.

Package
Dia. (mm) 1.2 1.4 1.6
Spool (kg) 10, 15, 20

KISWEL



K-350HT

For hardfacing (Hv300~400)

Classifications
EN ISO 14700:2005 T Fel JISZ 3326  YF2A-C-350

Description

« It is designed for welding of metal to metal and underlaying welding of hardfacing.
« Typical applications include transfer rollers and idlers, crane wheels.
« In order to minimize cracking, should obey the preheat and interpass temperature.

Welding positions Polarity & shielding gas
% + C02:100% COz2 (15~25¢/min)
X - DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr Mo
CO2 0.12 0.45 137 0.015 0.0m 1.30 0.20

Typical mechanical properties of all-weld metal

Typical value Interpass
Hv HRC Hs Templ'c) Remarks
Example (CO2) 300~400 29~40 42~55 150 As weld

* Composition and hardness depend upon dilution. Single layer deposit hardness depend upon base metal
and/or build-up material.

Package
Dia. (mm) 1.2 1.4 1.6
Spool (kg) 10, 15, 20

KISWEL



K-450HT

For hardfacing (Hv400~500)

Classifications
EN ISO 14700:2005 T Fel JISZ 3326  YF2A-C-450

Description

« It is designed for welding of metal to metal and underlaying welding of hardfacing.
« Typical applications include transfer rollers and idlers, crane wheels.
« In order to minimize cracking, should obey the preheat and interpass temperature.

Welding positions Polarity & shielding gas
% + C02:100% CO2 (15~25¢/min)
N - DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr Mo
CO2 0.24 0.50 1.20 0.015 0.010 2.20 0.40

Typical mechanical properties of all-weld metal

Typical value Interpass
Hv HRC Hs Templ'c) Remarks
Example (CO2) 400~500 40~49 55~66 200 As weld

* Composition and hardness depend upon dilution. Single layer deposit hardness depend upon base metal
and/or build-up material.

Package
Dia. (mm) 1.2 1.4 1.6
Spool (kg) 10, 15, 20

KISWEL



K-500HT

For hardfacing (Hv450~600)

Classifications
JISZ 3326  YF3B-C-500

Description

« It is designed for welding of metal to metal and underlaying welding of hardfacing.
« Typical applications include transfer rollers and idlers, crane wheels.
« In order to minimize cracking, should obey the preheat and interpass temperature.

Welding positions Polarity & shielding gas
% + C02:100% COz2 (15~25¢/min)
X - DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Cr Mo

CO2 0.19 2.06 0.35 0.014 0.012 5.26 0.59

Typical mechanical properties of all-weld metal

Typical value Interpass
Hv HRC Hs Templ'c) Remarks
Example (CO2) 450~600 45~55 59~74 200 As weld

* Composition and hardness depend upon dilution. Single layer deposit hardness depend upon base metal
and/or build-up material.

Package
Dia. (mm) 1.2 1.4 1.6
Spool (kg) 10, 15, 20

KISWEL



K-600HT

For hardfacing (Hv550~700)

Classifications
JISZ 3326  YF3B-C-600

Description

« It is designed for welding of metal to metal and underlaying welding of hardfacing.
« Typical applications include crane wheels, blower blades, bucket lips, dredge parts etc.
« In order to minimize cracking, should obey the preheat and interpass temperature.

Welding positions Polarity & shielding gas
% + C02:100% CO2 (15~25¢/min)
N - DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr Mo
CO2 0.34 2.80 0.50 0.013 0.009 6.50 0.50

Typical mechanical properties of all-weld metal

Typical value Interpass
Hv HRC Hs Templ'c) Remarks
Example (CO2) 550~700 52~60 69~81 200 As weld

* Composition and hardness depend upon dilution. Single layer deposit hardness depend upon base metal
and/or build-up material.

Package
Dia. (mm) 1.2 1.4 1.6
Spool (kg) 10, 15, 20

KISWEL



K-700HT

For hardfacing (Hv600~800)

Description

« It is designed for welding of metal to metal and underlaying welding of hardfacing.
« Typical applications include crane wheels, blower blades, bucket lips, dredge parts etc.
* In order to minimize cracking, should obey the preheat and interpass temperature.

Welding positions Polarity & shielding gas
z » C0O2:100% CO2 (15~25¢/min)
N « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr W
CO2 0.40 3.20 0.60 0.012 0.010 7.00 0.80

Typical mechanical properties of all-weld metal

Typical value Interpass
Hy HRC Hs Templ('c) Remarks
Example (CO2) 600~800 55~64 74~88 200 As weld

* Composition and hardness depend upon dilution. Single layer deposit hardness depend upon base metal
and/or build-up material.

Package
Dia. (mm) 1.2 1.4 1.6
Spool (kg) 10, 15, 20
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K-800HT

For hardfacing (Hv700~850)

Description

« It is designed for heavy abrasion resistance with martensitic structure.
« Typical applications include augers, bucket lips, conveyor screws, blower blades, dozer blades.
« In order to minimize cracking, should obey the preheat and interpass temperature.

Welding positions Polarity & shielding gas

z » C0O2:100% CO2 (15~25¢/min)
N » DCEP (DC+)

Typical chemical composition of all-weld metal (5%)
Shielding gas C Si Mn P S Cr W

CO2 0.44 3.40 0.55 0.013 0.01 750 1.00

Typical mechanical properties of all-weld metal

Typical value Interpass
Hy HRC Hs Templ'c) Remarks
Example (CO2) 700~850 60~65 81~91 200 As weld

* Composition and hardness depend upon dilution. Single layer deposit hardness depend upon base metal
and/or build-up material.

Package
Dia. (mm) 1.2 1.4 1.6
Spool (kg) 10, 15, 20
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K-CXA-40HT

For hardfacing (Hv350~450)

Classifications
EN ISO 14700:2005 T Fe7 JISZ3326  YF4A-G-350

Description

« It is designed for welding of metal to metal and underlaying welding of hardfacing.
« Typical applications include tractor rollers, trunnions, crane wheels, track rails.
« In order to minimize cracking, should obey the preheat and interpass temperature.

Welding positions Polarity & shielding gas
% * Mix : Ar+20% CO2 (15~25¢/min)
< - DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr Ni
Mix 0.05 0.25 0.30 0.014 0.009 12.00 4.20

Typical mechanical properties of all-weld metal

Typical value Interpass
Hv HRC Hs Templ'c) Remarks
Example (Mix) 350~450 35~45 47~59 150 As weld

* Composition and hardness depend upon dilution. Single layer deposit hardness depend upon base metal
and/or build-up material.

Package
Dia. (mm) 1.2 1.4 1.6
Spool (kg) 10, 15, 20
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K-CXA-41HT

For hardfacing (Hv350~450)

Classifications
EN ISO 14700:2005 T Fe7 JISZ3326  YF4A-G-350

Description

« It is designed for welding of metal to metal and underlaying welding of hardfacing.
« Typical applications include tractor rollers, trunnions, crane wheels, track rails.
« In order to minimize cracking, should obey the preheat and interpass temperature.

Welding positions Polarity & shielding gas
% * Mix : Ar+20% CO2 (15~25¢/min)
< - DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Cr Ni Mo

Mix 0.05 0.39 0.49 0.014 0.010 12.10 3.90 1.10

Typical mechanical properties of all-weld metal

Typical value Interpass
Hv HRC Hs Templ'c) Remarks
Example (Mix) 350~450 35~45 47~59 150 As weld

* Composition and hardness depend upon dilution. Single layer deposit hardness depend upon base metal
and/or build-up material.

Package
Dia. (mm) 1.2 1.4 1.6
Spool (kg) 10, 15, 20

KISWEL



K-45CT

For S45C pipe welding

Description

« Hardness of weld-metal is determined by tempered temperature and time, as well as the dilution of
base metal and hign frequency heat treatment.

« In order to minimize cracking, should obey the preheat and interpass temperature.
« It has low spatter generation, easy slag removal and reduced grinding time after work hardening.

Welding positions Polarity & shielding gas

u + Mix : Ar+20% COz2 (15~25¢/min)
N « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr Ni Mo
Mix 0.47 0.50 0.80 0.01 0.010 0.02 0.02 0.02

Typical mechanical properties of all-weld metal

Typical value Interpass
Hy HRC Hs Temp(c) Remarks

Example (Mix) 450~540 46~51 62~68 200 Tempering at 580°C after QT
Package

Dia. (mm) 1.2 1.6 3.2

Spool (kg) 5,125, 15, 20

Pailpack (kg) 100 ~ 300
POP (kg) 100 ~ 300
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Repair and Hard-facing welding

Forging Mold, Cement, Continuous casting roller

Repair and Hard-facing welding for Hot-rolling forging Mold

Dia. Hardness Forging Chemical composition (%)
Class Product ) (HRC)  mold C _Ssi_ Mn_ Cr_ Ni_ Mo
Hard K-30RT 1.6~3.2 11~29 Heat Hammer 0.01 0.45 13.19 15.26 2.23 1.54
Facing K-40RT 1.6~3.2 35~45 Hammer 0.07 0.57 1.81 2.66 333 143
forging K-58RT 1.6~3.2  50~60 Fr’ Hard Facing  0.32 0.87 0.77 9.87 0.1 2.50
old K-63RT  1.6~3.2  45~55 e Cladding  0.15 0.94 0.83 9.65 2.00 1.70
K-65RT 1.6~3.2 50~60 s HardFacing 0.24 0.84 0.61 9.10 1.80 2.50

Repair and Hard-facing welding for Continuous casting roller

Dia. Hardness

Class Product Feature Welding Process
(mm) (HRC)
K-CXA-40HT 1.2~1.6 32~38 Metal cored wire Repairing welding
K-CXA-41HT 1.2~1.6 32~38 Metal cored wire (manual)
Hard K-13CrLT 20~32  32~38
Facing K-13CrHT 2.0~32  35~42 Composite wire SAW + FCW type
forging K-13CrNiHT 2.0~3.2 38~44 (with EF-200F)
mold K-15CrHT 2.0~32  20~25
K-430 0 2.0~32  20~25 Open-arc type For the first layer
K-414 N 2.0~3.2 40~45 Open-arc type Hard facing for the 2st 3rd layers

Repair and Hard-facing welding for Cement

Dia. Hardness Chemical composition (%)

Class  Product (mm) {HRC) c Si Mn cr Feature
C K-HCRHT  2.0~3.2  55~62 5.2 1.0 25 285
g KXCRHT  12-32 6268 3.0 13 02 235 High Cr - carbide type
ﬁ K-CCHT 2.0~3.2 52~58 4.5 0.5 0.9 26.5
t K-MCHT  2.0~32 18~24 04 0.3 16.5 13.0  Austenitic Mn steel type
Notes on usage and welding condition Package
« Please contact to R&D center for specific information Dia. (mm) 1.2 2.0 3.2
(Tel: 055-269-7285, Fax: 055-266-4487) Spool (kg) 5,12.5, 15, 20
Pailpack (kg) 100 ~ 300
POP (kg) 100 ~ 300
Proper ranges of welding (DC+)
Dia.(mm) 1.6 20 24 3.2 Shielding gas  Welding position
Current (A) 180~450 240~500 300~600 400~700 o o
Voltage (V) 26~34 27~35 27~36 2835  [OPArZ5%CO: Flat
Welding positions

s
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Tip for better welding results for §

Usage and welding parameter

Fig 1. Deposition rate as a function Fig 2. Proper ranges of welding current

of welding current and arc voltage
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Notes on usage

(D Welding power source : Use a DC power source with constant voltage and the polarity DCEP inverter-type
welding power sources can also be used. When the use of a certain pulsed arc power source causes
much spatter, use the wire with ordinary currents, turning off the pulse switch.

(2 Shielding gas : Use CO2 for shielding for general applicaton. Ar-CO2 mixtures with 20~50% CO2 can also
be used, bur compared with CO2, porosity (pit, Blowhole) is apt to occur. The proper flow rate of shielding
gas is 20~25 litter/min.

@@ Wire extension : Keep the wire extension at about 15mm for 0.9mm wire and 15~20mm for 1.2~1.6mm wire.
The use of a shorter wire extension may cause pit and worm-tracking porosity. The wire extension in
welding with an Ar-CO2 mixture should be 5mm longer than in use of CO2.

@ Protection against wind : When wind velocity at the vicinity of an arc is more than 1m/sec, blowhole is
apt to occur, and dissolution of nitrogen into the weld metal may deteriorate slag removal and decrease
the ferrite content of the weld metal, thereby causing hot cracking. To prevent these problems, use an
adequate shielding gas flow rate and a windscreen.

® Welding fumes : Flux-cored wires generate much more welding fumes in terms of the amount of fumes
at unit time in comparison with that of solid wire. To protect welders from garmful welding fumes, be sure
to use a local ventilator and an appropriate respirator.

® Storage of wire : If a STS FCW was left in a wire feeder in a high temperature high humidity atmosphere
in summer season, a wet environment in rainy season or a dewfall environment at night in winter season,
the use of it may cause pit and worm-tracking porosity due to moisture pick up. Once a wire was unpacked,
the wire should be kept in an area of low humidity, taking appropriate preventive measures against
dewfall water and dust.

Proper ranges of welding (DC+, for 100% C02)

Dia.(mm) 0.9 1.2 1.6
F (PA1G) 80 ~160 (18 ~24) 140 ~ 240 (24 ~ 31) 180 ~ 300 (26 ~ 30)
fx:;;”)t HF (PC/2G) 100 ~ 160 (18 ~ 24) 160 ~ 240 (25 ~ 31) 200 ~ 300 (27 ~ 30)

VU (PF/3G) 100 ~ 120 (20 ~ 23) 160 ~ 200 (25 ~ 28) 200 ~ 240 (27 ~ 30)

= Mixture gas (Ar+C02=8:2) make to spray transfer, so you should be lower 1~2 voltage.
The use of an excessively low arc voltage may generate a large sound in spray arc welding with mixture gas, it make
shallowed welding depth. And it may cause welding defect for low shielding power.

= When you use shorter wire extension in mixture gas, you should get an advantage of bead shape and welding depth.

= Because high heat input of over welding condition make limited heating, base metal easily deform. So, please keep the
appropriate welding condition.
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K-308T

Austenitic Stainless welding wire (18%Cr-8%Ni)

Classifications

EN ISO 17633-B:2010 TS 308-F C1/M21 1 KS D 3612-2016  YF-308C
AWS A5.22-2012 E308T1-1/4 JIS 7 3323-2007  TS308-FB1
Description

+ K-308T is designed for MAG welding of 18%Cr-8%Ni stainless steels and also formulated for all-position
welding.

« Itis a titania type of flux cored wire for AISI 304 and 304H steel type and has low spatter generation,
easy slag removal and good weld soundness.

« The weld metal contains optimum ferrite contents in their austenitic structures, Therefore their weldability
is excellent with lower crack susceptibility.

Welding positions Polarity & shielding gas
a ' « C02:100% CO2 (15~25¢/min)
[ 7] — Mix : Ar+20% CO2 (15~25¢/min)
« DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni FN
CO2 0.04 0.60 1.15 20.40 10.60 9
Mix 0.04 0.65 1.25 20.60 10.60 10

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -40C

AWS A5.22 min. 550 min. 35

EN ISO 17633-B min. 550 min. 30

Example 450 580 39 60 CO2
460 590 38 65 Mix

Notes on usage and welding condition Package

« Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6

« When heat input is excessive, base metal will be bended Spool (kg) 5,125, 15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-308LT

Austenitic Stainless welding wire (Low C, 18%Cr-8%Ni)

Classifications
EN ISO 17633-A:2010 T 199 L P C1/M21 1 KS D 3612-2016  YF-308LC
EN ISO 17633-B:2010 TS 308L:F C1/M21 1 JIS Z3323-2007  TS308L-FB1

AWS A5.22-2012 E308LT1-1/4

Description

+ K-308LT is designed for MAG welding of low carbon 18%Cr-8%Ni stainless steel and used to joint
austenitic stainless steel. (AISI 304, 304L, 304LN, ASTM A157 Gr. C9; A320 Gr. B8C or D)

» The weld metal contains optimum ferrite contents in their austenitic structures, Therefore their
weldability is excellent with lower crack susceptibility.

« It has easy slag removal, low spatter generation and good weld soundness of weld-metal.

Welding positions Polarity & shielding gas
z l + C02:100% COz2 (15~25¢/min)
N I — Mix :Ar+20% COz (15~25¢/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni FN
€02 0.03 0.65 1.00 20.30 10.5
Mix 0.03 0.72 1.12 20.40 10.5 3-8 & 812

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) 407 Remarks

AWS A5.22 min. 520 min. 35
EN ISO 17633-B min. 520 min. 30
Example 440 570 39 65 CO2

P 450 580 38 63 Mix
Notes on usage and welding condition Package
« Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
+ When heat input is excessive, base metal will be bended Spool (kg) 5,125, 15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals

ABS, BV, DNV, KR, LR, NK, CCS, JIS, TUV, CWB
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-308LB

Austenitic Stainless welding wire (Low C, Bi Free)

Classifications
EN ISO 17633-A:2010 T 199 L P C1/M21 1 KS D 3612-2016  YF-308LC
EN ISO 17633-B:2010 TS 308L:F C1/M21 1 JIS 23323-2007  TS308L-BiF-FB1

AWS A5.22-2012 E308LT1-1/4

Description

+ K-308LB is designed for MAG welding of high carbon 18%Cr-8%Ni stainless steels with high temperature
heat treatment such as solution treatment.

« Itis a titania type of flux cored wire without Bi component for all-position welding.
« It has excellent feedability and increased creep resistance at elevated temperature.

Welding positions Polarity & shielding gas
z l + C02:100% COz2 (15~25¢/min)
N I — Mix : Ar+20% CO2 (15~25¢/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni FN
CO2 0.03 0.48 1.15 19.30 9.95 75
Mix 0.03 0.60 1.25 19.50 10.00 8.0

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -40c

AWS A5.22 min. 520 min. 35
EN ISO 17633-B min. 520 min. 30
Example 420 560 38 56 CO2

P 430 580 38 52 Mix
Notes on usage and welding condition Package
« Refer to page 322 for more information on usage Dia. (mm) 0.9 1.2 1.6
+ It should weld with proper welding conditions for slag Spool (kg) 5,12.5,15

detachment and weldability.
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K-308LS

Austenitic Stainless welding wire (Low C, -196°C LNG)

Classifications
EN ISO 17633-A:2010 T199LPC11 KS D 3612-2016  YF-308LC
EN ISO 17633-B:2010 TS 308L:F C1 1 JIS Z3323-2007  TS308L-FC1

AWS A5.22-2012 E308LT1-1

Description
+ K-308LS is designed for MAG welding of low carbon 18%Cr-8%Ni stainless steels and recommended to

be used for low temperature service. (STS 304, 304L, 304LN, ASTM A157 Gr C9; A320 Gr. B8C or D)
« ltis a titania type of flux cored wire for all-position welding and formulated to focus on mechanical
properties more than welding arc stability and provides good corrosion resistance, heat resistance
properties.
+ The weld metal contains low ferrite contents in their austenitic micro structures and provides good
corrosion resistance, heat resistance properties.

Welding positions Polarity & shielding gas

z | + C02:100% COz2 (15~25¢/min)
N 7] « DCEP (DC4+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni FN
CO2 0.03 0.63 1.39 18.55 10.02 3~8

Typical mechanical properties of all-weld metal
YS TS El IV (J)

(MPa) (MPa) (%) qgec  nemarks
AWS A5.22 min. 520 min. 35
EN ISO 17633-B min. 520 min. 30
Example 400 550 43 40 CO2
Notes on usage and welding condition Package
* Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
» When heat input is excessive, the impact value tends to Spool (kg) 5,125, 15

be reduced. Therefore, perform welding with selecting
proper heat input.

Approvals

BV, DNV, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-308LF

Austenitic Stainless welding wire (Low C, 18%Cr-8%Ni)

Classifications
EN ISO 17633-A:2010 T199 LR C1/M213 KS D 3612-2016  YF-308LC
EN ISO 17633-B:2010 TS 308L-F C1/M21 0 JIS 73323-2007  TS308L-FBO

AWS A5.22-2012 E308LT0-1/4

Description

+ K-308LF is designed for MAG welding of low carbon 18%Cr-8%Ni stainless steel and used to joint 301,
302, 304 and 308 stainless steel.

« It is formulated for operation primarily in the flat position and for welding horizontal fillet welds.

« It has self-detaching slag and spray-like arc transfer and It provides low spatter and fume, high efficient
weld in flat position as well as horizontal.

« The weld metal contains optimum ferrite contents in their austinitic structures, therefore their weldability
is excellent with lower crack susceptibility.

Welding positions Polarity & shielding gas
% + C02:100% COz2 (15~258/min)
N Mix : Ar+20% COz2 (15~25¢/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni FN
€02 003 052 142 20.12 9.60
Mix 0.03 0.65 153 2050 970 88812

Typical mechanical properties of all-weld metal

Y.S TS El. IV ({J) Remarks
(MPa) (MPa) (%) -40c

AWS A5.22 min. 520 min. 35
EN ISO 17633-B min. 520 min. 30
Example 450 560 40 60 CO2

P 450 600 36 56 Mix
Notes on usage and welding condition Package
« efer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
« When heat input is excessive, base metal will be bended Spool (kg) 5,12.5,15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals

ABS, DNV, RS, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-308HT

Austenitic Stainless welding wire (High C, 18%Cr-8%Ni)

Classifications

EN1SO 17633-B:2010 TS 308H-F C1/M21 1 JIS 73323-2007  TS308H-FB1
AWS Ab5.22-2012 E308HT1-1/4

Description

« K-308HT is designed for MAG welding of high carbon 18%Cr-8%Ni stainless steels(STS 304H, 307H)
and recommended to be use for high temperature service. (about 600°C)

« ltis a titania type of flux cored wire for all-position welding and has excellent feedability and increased
creep resistance at elevated temperature.

+ The weld metal contains optimum ferrite contents in their austenitic micro structures and their weldability
is excellent with lower crack susceptibility.

Welding positions Polarity & shielding gas
% ' » C0O2:100% CO2 (15~25¢/min)
N 1] — Mix : Ar+20% CO2 (15~25¢/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni FN
CO2 0.06 0.65 1.00 19.50 10.50 75
Mix 0.06 0.75 110 19.80 10.50 8.0

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -40C

AWS A5.22 min. 520 min. 35
EN ISO 17633-B min. 520 min. 30
Example 430 600 39 45 CO2

P 440 610 40 55 Mix
Notes on usage and welding condition Package
+ Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
+ When heat input is excessive, base metal will be bended Spool (kg) 5,125, 15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals

JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-308HB

Austenitic Stainless welding wire (Bi Free 18%Cr-8%Ni)

Classifications

EN SO 17633-A:2010 T 199 P C1/M211 JIS 73323-2007  TS308H-BiF-FB1
ENISO 17633-B:2010 TS 308H-F C1/M21 1
AWS A5.22-2012 E308HT1-1/4

Description

 K-308HB is designed for MAG welding of high carbon 18%Cr-8%Ni stainless steels(STS 304H, 307H)
and recommended to be use for high temperature service. (about 600°C)

« It is a titania type of flux cored wire without Bi component for all-position welding and has excellent
feedability and increased creep resistance at elevated temperature.

+ The weld metal contains optimum ferrite contents in their austenitic micro structures and their weldability
is excellent with lower crack susceptibility.

Welding positions Polarity & shielding gas
z l + C02:100% COz2 (15~25&/min)
< h_ — Mix : Ar+20% CO2 (15~25¢/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni FN
CO2 0.06 0.48 1.62 19.65 9.80 78
Mix 0.06 0.55 1.70 19.80 9.80 8.0

Typical mechanical properties of all-weld metal
YS TS El. IV (J)

(MPa) (MPa) (%) 40 Remarks

AWS A5.22 min. 520 min. 35
EN ISO 17633-B min. 520 min. 30
Example 400 600 38 60 CO2

P 410 610 38 65 Mix
Notes on usage and welding condition Package
+ Refer to page 322 for more information on usage Dia. (mm) 0.9 1.2 1.6
« It should weld with proper welding conditions for slag Spool (kg) 5,125, 15

detachment and weldability.
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K-NGS308L

Austenitic Stainless welding wire (Self-shielded FCW)

Classifications
AWS A5.22-2012  E308LT0-3

Description

+ K-NGS308L is designed for self-shielded welding of low carbon 18%Cr-8%Ni stainless steel and used to

join STS 304, 304L, 308, 201, 202, 203 etc.

« Itis a lime-titania type of flux cored wire for flat and hofizotal welding position without shielding gas.
« It features easy slag removal, open transfer, low spatter generation, smooth bead surface and high Xray

safety.

 The weld metal contains low ferrite contents in their austenitic micro structures and provides good

corrosion resistance, heat resistance properties.

+ The wire should be kept in an area of low humidty after usage to protect to absorbed moisture in rainly

season or a dewfall environment.

Welding positions

-- £

Typical chemical composition of all-weld metal (%)

Polarity & shielding gas
« DC+, Self-shield

Shielding gas C Si Mn Cr Ni FN
None 0.02 0.45 112 20.50 9.70 10.0
Typical mechanical properties of all-weld metal
YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C
AWS A5.22 min. 520 min. 35
Example 440 620 39 85
Notes on usage and welding condition Package
Dia. (mm) 0.8 0.9 1.2 Dia. (mm) 08 09 1.2
Current  F (PA/IG) 40~120 60~140 100 ~ 180 Spool (kg) 1,5 12.5, 15, 20

(Amp.)  HF (PC/2G) 50~120 60~140 100~ 180

- Itis more convenient to weld with portable welding machine.

KISWEL



K-309T

Austenitic Stainless welding wire (Dissimilar joints)

Classifications

EN ISO 17633-B:2010 TS 309-F C1/M21 1 KS D 3612-2016  YF-309C
AWS A5.22-2012 E309T1-1/4 JIS 7 3323-2007  TS309-FB1
Description

» K-309T is formulated for MAG welding of 22%Cr-12%Ni stainless steels and typical applications is for
welding of dissimilar steels, such as 304 to mild steel or low alloy steels.

+ K-309T is a titania type of flux cored wire for cladding and dissimilar joint welds.

» Weld metals contain comparatively much more ferrite in their austenitic, therefore they provide better
weldability together with superior heat resistance, and corrosion resistance.

« It is designed for all-position welding.

Welding positions Polarity & shielding gas
z l + C02:100% COz2 (15~25¢/min)
N I — Mix : Ar+20% CO2 (15~25¢/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni FN
CO2 0.05 0.58 1.45 23.50 13.00 14
Mix 0.05 0.70 1.63 23.70 13.20 15

Typical mechanical properties of all-weld metal

Y.S TS El. IV ({J) Remarks
(MPa) (MPa) (%) -30c

AWS A5.22 min. 550 min. 30
EN ISO 17633-B min. 550 min. 25
Example 450 590 35 40 CO2

P 460 610 34 44 Mix
Notes on usage and welding condition Package
« Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
» When heat input is excessive, base metal will be bended Spool (kg) 5,12.5,15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-309LT

Austenitic Stainless welding wire (Low C, dissimilar joints)

Classifications
EN ISO 17633-A:2010 T 2312 L P C1/M211 KS D 3612-2016  YF-309LC
EN ISO 17633-B:2010 TS 309L:-F C1/M21 1 JIS Z3323-2007  TS309L-FB1

AWS A5.22-2012 E309LT1-1/4

Description

Dissimilar joint welds ; of and between high-strength, mild steels and low allowed QT-steels, stainless,
ferritic Cr- and austenitic Cr-Ni-steels, manganese steels.

Cladding ; for the first layer of corrosion resistant weld claddings on ferritic-perlitic steels in boiler and
pressure vessel parts up to fine-grained steel S500N.

Weld metal contains comparatively much more ferrite in their austenitic structure, therefore they provide
better weldability together with superior heat resistance, and corrosion resistance.

It is easy to use and operate with a powerful penentrating spray arc transfer, minumum spatter formation
and self releasing slag.

Welding positions Polarity & shielding gas
z l » C0O2:100% CO2 (15~25¢/min)
N Il — Mix : Ar+20% CO2 (15~25¢/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni FN
€02 0.03 0.60 112 23.70 13.20
Mix 0.03 0.75 1.20 23.90 13.20 5-12811~16

Typical mechanical properties of all-weld metal

Y.S TS El IV ({J) Remarks
(MPa) (MPa) (%) -30c

AWS A5.22 min. 520 min. 30
EN ISO 17633-B min. 320 min. 520 min. 25
Example 430 560 37 45 CO2

P 440 570 37 48 Mix
Notes on usage and welding condition Package
« Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
« When heat input is excessive, base metal will be bended Spool (kg) 5,125, 15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals

ABS, BV, DNV, KR, LR, NK, RINA, RS, CCS, JIS, TUV, CWB
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-309LF

Austenitic Stainless welding wire (Low C, Dissimilar joints)

Classifications
EN ISO 17633-A:2010 T 2312 LR C1/M21 3 KS D 3612-2016  YF-309LC
EN ISO 17633-B:2010 TS 309L-F C1/M210 JIS Z3323-2007  TS309L-FBO

AWS A5.22-2012 E309LT0-1/4

Description

« Dissimilar joint welds ; of and between high-strength, mild steels and low allowed QT-steels, stainless,
ferritic Cr- and austenitic Cr-Ni-steels, manganese steels.

+ Cladding ; for the first layer of corrosion resistant weld claddings on ferritic-perlitic steels in boiler and
pressure vessel parts up to fine-grained steel S500N.

» Wire is a titania type of flux cored wire for flat and horizontal position welding and it provides better
weldability together with excellent corrosion resistance.

» Wire has low spatter, easy slag removal and good weld soundness.

Welding positions Polarity & shielding gas
a + C02:100% CO2 (15~25¢/min)
N Mix : Ar+20% COz2 (15~25¢/min)
« DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni FN
€02 0.03 0.6 142 23.30 13.17
Mix 0.03 0.75 1.45 23.50 13.30 5-12&11-16

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C

AWS A5.22 min. 520 min. 30
EN ISO 17633-B min. 320 min. 520 min. 25
Example 420 560 37 43 CO2

P 430 570 38 50 Mix
Notes on usage and welding condition Package
* Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
« When heat input is excessive, base metal will be bended Spool (kg) 5,12.5,15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.
Approvals

DNV, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-309HT

Austenitic Stainless welding wire (High C, dissimilar joints)

Classifications
AWS A5.22-2012  E309HT1-1

Description

« K-309HT is designed for MAG welding of high carbon 22%Cr-12%Ni stainless steels(STS 309) and
recommended to be use for high temperature service. (about 600°C)

« ltis a titania type of flux cored wire for all-position welding and has excellent feedability and increased
creep resistance at elevated temperature.

+ The weld metal contains optimum ferrite contents in their austenitic micro structures and their weldability
is excellent with lower crack susceptibility.

Welding positions Polarity & shielding gas
z l + C02:100% COz2 (15~25&/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn Cr Ni FN

CO2 0.06 0.74 1.43 23.45 12.39 14

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -40C
AWS A5.22 min. 550 min. 30
Example 446 583 38 37 CO2
Notes on usage and welding condition Package
« Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
» When heat input is excessive, base metal will be bended Spool (kg) 5,12.5,15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-309LMT

Austenitic Stainless welding wire (Muffler, Dissimilar joints)

Classifications

EN ISO 17633-B:2010 TS 309L-M M13 0 KS D 3612-2016  YF-309LG
AWS A5.22-2017 EC309L JIS Z3323-2007  TS309L-MAO
Description

+ K-309LMT is designed for MAG welding of low carbon 22%Cr-12%Ni stainless steels and It is suitable for
automotive exhaust fabricators such as front pipe, bellows, flange. (AISI 409, 436 and dissimilar joint
welds)

« Slag quantity is almost the same as solid wire and deposition rate is up to 20% higher than solid wire’s one.
» K-309LMT provides low spatter, excellent bead appearance and porosity resistance.

» Weld metals contain comparatively much more ferrite in their austenitic, therefore they provide better
weldability together with superior heat resistance, and corrosion resistance.

Welding positions Polarity & shielding gas
% * Mix : Ar+2% 02 (15~25¢/min)
[ « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn Cr Ni FN

Mix 0.03 0.50 1.65 23.90 12.60 18

Typical mechanical properties of all-weld metal
YS TS El IV (J)

(MPa) (MPa) (%) 30¢ Remarks
AWS A5.9 min. 520 min. 30
EN ISO 17633-B min. 520 min. 25
Example 440 560 40 50 Mix
Notes on usage and welding condition Package
Dia. (mm) 1.2 Stick-out Dia. (mm) 1.2 1.6

Current F (PA/1G) 180 ~ 260 Spool (kg) 5,12.5,15

(Amp)  HF(PCI2G)  (22-25)  19-20mm) Pailpack (kg 100
Approvals
JIS, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-309LMTS

Austenitic Stainless welding wire (Muffler, Dissimilar joints)

Classifications

EN ISO 17633-B:2010 TS 309L-M M13 0 KS D 3612-2016  YF-309LG
AWS A5.22-2012 EC309L JIS Z3323-2007  TS309L-MAO
Description

+ K-309LMTS is designed for MAG welding of low carbon 22%Cr-12%Ni stainless steels and It is suitable
for automotive exhaust fabricators such as front pipe, bellows, flange. (AISI 409, 436 and dissimilar
joint welds)

« Slag quantity is almost the same as solid wire and deposition rate is up to 20% higher than solid wire’s one.
» K-309LMTS provides low spatter, excellent bead appearance and porosity resistance.

» Weld metals contain comparatively much more ferrite in their austenitic, therefore they provide better
weldability together with superior heat resistance, and corrosion resistance.

Welding positions Polarity & shielding gas

z * Mix : Ar+2% Oz (15~25¢/min)
N + DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn Cr Ni Ti

Mix 0.03 0.47 1.60 23.40 13.40 0.50

Typical mechanical properties of all-weld metal
Y.S TS El IV (J)

(MPa) (MPa) (%) 30¢ Remarks
JISZ3323 min. 520 min. 25
Example 450 570 42 60 Mix
Notes on usage and welding condition Package
Dia. (mm) 1.2 Stick-out Dia. (mm) 1.2 1.6

Current F (PA/1G) 180 ~ 260 Spool (kg) 5,12.5,15

(Amp)  HF(PCI2G)  (22-25)  (19-20mm) Pailpack (kg) 100
Approvals
JIS, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-309MoLT

Austenitic Stainless welding wire (Dissimilar joints)

Classifications
EN ISO 17633-A:2010 T23122LPC11 KS D 3612-2016  YF-309MoLC
EN ISO 17633-B:2010  TS309LMo-F C1 1 JIS 23323-2007  TS309LMo-FC1

AWS A5.22-2012 E309LMoT1-1

Description

Dissimilar joint welds ; of and between high-strength, mild steels and low-alloyed QT-steels, stainless,
ferritic Cr- and austenitic Cr-Ni-steels, manganese steels.

Cladding ; for the first layer of corrosion resistant weld claddings on ferritic-perlitic steels in boiler and
pressure vessel parts up to fine-grained steel S500N.

Wire is a titania type of flux cored wire for all-position welding and for Mo-alloyed claddings the product
is necessary for the 1st layer.

Weld metals contain comparatively much more ferrite in their austenitic, therefore they provide better
weldability together with superior heat resistance, and corrosion resistance.

Welding positions Polarity & shielding gas

% l + C02:100% COz2 (15~25¢/min)
N h_ — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn Cr Ni Mo FN

CO2 0.03 0.60 1.00 23.75 14.60 2.50 18.0

Typical mechanical properties of all-weld metal
YS TS El. IV (J)

(MPa) (MPa) (%) 30 Remarks
AWS A5.22 min. 520 min. 25
EN ISO 17633-B min. 350 min. 550 min. 25
Example 480 700 30 35 CO2
Notes on usage and welding condition Package
« Refer to page 322 for more information on usage. Dia. (mm) 1.2 1.6
« When heat input is excessive, base metal will be bended Spool (kg) 5,12.5,15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.
Approvals

ABS, KR, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-309MoLF

Austenitic Stainless welding wire (Dissimilar joints)

Classifications

EN SO 17633-A:2010 T23122LRC1/M213
EN1SO 17633-B:2010 TS 309LMo-F C1/M21 0
AWS A5.22-2012 E309LMoTO0-1/4

Description

ferritic Cr- and austenitic Cr-Ni-steels, manganese steels.

pressure vessel parts up to fine-grained steel S500N.

product is necessary for the 1st layer.

KS D 3612-2016  YF-309MoLC
JIS 7 3323-2007  TS309LMo-FBO

Dissimilar joint welds ; of and between high-strength, mild steels and low-alloyed QT-steels, stainless,
Cladding ; for the first layer of corrosion resistant weld claddings on ferritic-perlitic steels in boiler and
Wire is a titania type of flux cored wire for flat and horizontal welding and for Mo-alloyed claddings the

Weld metals contain comparatively much more ferrite in their austenitic, therefore they provide better

weldability together with superior heat resistance, and corrosion resistance.

Welding positions

- £

Polarity & shielding gas

» C0O2:100% CO2,
Mix : Ar+20% COz2 (15~25¢/min)

« DCEP (DC+)
Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn Cr Ni Mo FN
CO2 0.03 0.65 1.32 23.45 13.01 2.50
Mix 0.03 0.67 1.35 23.45 13.01 2.50 5-12819-26
Typical mechanical properties of all-weld metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c
AWS A5.22 min. 520 min. 25
EN ISO 17633-B min. 350 min. 550 min. 25
Examol 635 740 30 30 €02
xample 625 737 ) 31 Mix
Notes on usage and welding condition Package
« Refer to 322 page for more information on usage. Dia. (mm) 1.2 1.6
» When heat input is excessive, base metal will be bended Spool (kg) 5,125, 15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

KISWEL



K-312T

Austenitic Stainless welding wire (dissimilar joints, Buffer layer)

Classifications

EN SO 17633-A:2010 T299PC11 JIS 73323-2007  TS312-FC1
EN SO 17633-B:2010 TS 312-FC11
AWS A5.22-2012 E312T1-1

Description

» K-312T is formulated for MAG welding of 30%Cr-9%Ni stainless steels and It is used for joining dissimilar
steels, steels with reduced weldability and buffer layers prior to hardfacing. (rolls, forging dies, hotwork
tools, dies for plastics and so on)

+ Wire is a titania type of flux cored wire for all-position welding and It also provides excellent usability
with stable arc, less spatter levels, better bead appearance as the same as that of a solid MIG wire.

« It has resistance to stress corrosionand highly insensitive to dilution and good scaling resistance up to 1150°C.

Welding positions Polarity & shielding gas
% l + C02:100% COz2 (15~258/min)
N 7] — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn Cr Ni FN

CO2 0.06 0.55 1.25 30.30 10.06 60 ~ 80

Typical mechanical properties of all-weld metal

¥S IS El. Remarks

(MPa) (MPa) (%)
AWS A5.22 min. 660 min. 22
EN ISO 17633-B min. 450 min. 660 min. 15
Example 600 760 25 CO2
Notes on usage and welding condition Package
+ Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
« When heat input is excessive, base metal will be bended Spool (kg) 5,12.5,15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-316LT

Austenitic Stainless welding wire (Low C, 18%Cr-8%Ni-Mo)

Classifications
EN ISO 17633-A:2010 T 19123 LP C1/M21 1 KS D 3612-2016  YF-316LC
EN ISO 17633-B:2010 TS 316L-F C1/M21 1 JIS Z3323-2007  TS316L-FB1

AWS A5.22-2012 E316LT1-1/4

Description

+ K-316LT is designed for MAG welding of low carbon 18%Cr-12%Ni-2%Mo stainless steels and this wire
has low carbon content which gives good resistance to most types of corrosion of the weld metal. (AISI
316L, 316Ti)

«+ Wire is a titania type of flux cored wire for all-position welding and the weld metal contains optimum
ferrite contents in their austenitic structures, therefore their weldability is excellent with lower crack
susceptibility.

« Wire has self-detaching slag, spray-like arc transfer, excellent weldability and increased creep resistance
at elevated temperature.

Welding positions Polarity & shielding gas
z l » C0O2:100% CO2 (15~25¢/min)
N Il — Mix : Ar+20% CO2 (15~25¢/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni Mo FN
C02 0.03 0.60 1.15 19.50 12.70 24
Mix 0.03 0.65 1.20 19.70 12.70 2.4 3-888-12

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -60C -105%C

AWS A5.22 min. 485 min. 30
EN ISO 17633-B min. 320 min. 510 min. 25
Example 420 560 38 50 38 CO2

P 430 570 38 52 40 Mix
Notes on usage and welding condition Package
« Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
» When heat input is excessive, base metal will be bended Spool (kg) 5,12.5,15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals

ABS, BV, DNV, KR, LR, NK, RINA, RS, CCS, JIS, TUV, CWB
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

EX KISWEL



K-316LF

Austenitic Stainless welding wire (Low C, 18%Cr-8%Ni-Mo)

Classifications
EN ISO 17633-A:2010 T 19123 LR C1/M213 KS D 3612-2016  YF-316LC
EN ISO 17633-B:2010 TS 316L-F C1/M21 0 JIS Z3323-2007  TS316L-FBO

AWS A5.22-2012 E316LT0-1/4

Description

+ K-316LF is designed for MAG welding of low carbon 18%Cr-12%Ni-2%Mo stainless steel and this wire
has low carbon content which gives good resistance to most types of corrosion of the weld metal.
(AISI 316L, 316Ti, 316Cb)

+ Wire is a titania type of flux cored wire for flat and horizontal position welding.

+ K-316LF has self-detaching slag and spray-like arc transfer, as well as excellent weldability and increased
creep resistance at elevated temperature.

Welding positions Polarity & shielding gas
z + C02:100% COz2 (15~25¢/min)
N Mix : Ar+20% COz2 (15~25¢/min)
« DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni Mo FN
€02 0.03 0.58 1.38 19.50 12.50 2.4
Mix 0.03 0.63 145 19.70 12.60 24 388812

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -60C -105°C

AWS A5.22 min. 485 min. 30
EN ISO 17633-B min. 320 min. 510 min. 25
Example 440 570 37 52 40 CO2

P 440 590 36 55 ) Mix
Notes on usage and welding condition Package
+ Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
+ When heat input is excessive, base metal will be bended Spool (kg) 5,125, 15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals

DNV, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-316LS

Austenitic Stainless welding wire (Low C, -196°C LNG)

Classifications

EN ISO 17633-B:2010 TS 316L-F C1 1 KS D 3612-2016  YF-316LC
AWS A5.22-2012 E316LT1-1 JIS Z3323-2007  TS316LFC1
Description

+ K-316LS is designed for MAG welding of low carbon 18%Cr-8%Ni-2%Mo stainless steels and recommended
to be use for low temperature service. (AlSI 316L, 316Ti, 316Cb)

« It is a titania type of flux cored wire for all-position welding and formulated to focus on mechanical
properties more than welding arc stability.

» The weld metal contains low ferrite contents in their austenitic micro structures and provides good
corrosion resistance, heat resistance properties.

Welding positions Polarity & shielding gas

z l + C02:100% COz2 (15~25¢/min)
[ |]_ — « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni Mo FN
CO2 0.03 0.87 1.28 17.90 13.09 24 4~8

Typical mechanical properties of all-weld metal
Y.S TS El IV (J)

(MPa) {MPa) %) -196°C Remarks
AWS A5.22 min. 485 min. 25
EN ISO 17633-B min. 320 min. 510 min. 30
Example 420 537 35 39 CO2
Notes on usage and welding condition Package
« Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
« When heat input is excessive, the impact value tends to Spool (kg) 5,125,15

be reduced. Therefore, perform welding with selecting
proper heat input.

Approvals

ABS, BV, DNV, KR, LR, JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-317LT

Austenitic Stainless welding wire (Low C, 19%Cr-13%Ni-Mo)

Classifications

EN ISO 17633-B:2010 TS 317L-F C11 KS D 3612-2016  YF-317LC
AWS A5.22-2012 E317LT1-1 JIS Z3323-2007  TS317LFC1
Description

+ K-317LT is designed for MAG welding of low carbon 19%Cr-13%Ni-3%Mo stainless steels and the
principal area of application is process and chemical plant, shipbuilding as well as nuclear plant

industries. (AISI 316L, 316LN, 317L, 317LN, UNS S31726)

Wire is a titania type of flux cored wire for all-position welding and it has self-detaching slag, spray-like

arc transfer, excellent weldability and increased creep resistance at elevated temperature.

weldability is excellent with lower crack susceptibility.

Welding positions

iy RS IS SaNi

Typical chemical composition of all-weld metal (%)

It contains higher levels of Mo for increased corrosion-resistance when compared to the K-316LT.
The weld metal contains optimum ferrite contents in their austenitic structures, Therefore their

Polarity & shielding gas

+ C02:100% COz2 (15~25&/min)
» DCEP (DC+)

Shielding gas C Si Mn Cr Ni Mo FN
C02 0.03 0.56 1.00 19.60 13.30 3.85 11.0
Typical mechanical properties of all-weld metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -40C

AWS AB.22 min. 520 min. 20

EN ISO 17633-B min. 520 min. 20

Example 400 650 32 55 44 CO2
Notes on usage and welding condition Package

* Refer to page 322 for more information on usage.

« When heat input is excessive, the impact value tends to
be reduced. Therefore, perform welding with selecting
proper heat input.

Approvals
JIs

Dia. (mm) 0.9 1.2 1.6

Spool (kg) 5,12.5,15

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-347T

Austenitic Stainless welding wire (18%Cr-8%Ni-Nb)

Classifications

EN SO 17633-A:2010 T199NbPC11
EN SO 17633-B:2010 TS 347-FC11
AWS A5.22-2012 E347T1-1

Description

KS D 3612-2016  YF-347C
JIS Z3323-2007  TS347-FC1

+ K-347T is formulated for MAG welding of 19%Cr-9%Ni-Nb stainless steels.

(AISI 347, 321, ASTM A296; A157 Gr. C9; A320 Gr. B8C or D)

» Wire is a titania type of flux cored wire for all-position welding and it has low spatter generation, easy

slag removal and good weld soundness.

» Nb component improves the resistance to intergranular corrosion of the weld metal.
 The weld metal contains optimum ferrite contents in their austenitic structures, Therefore their

weldability is excellent with lower crack susceptibility.

Welding positions Polarity & shielding gas
% | + C02:100% CO2 (15~25¢/min)
N 1] — « DCEP (DC+)
Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn Cr Ni Nb FN
CO2 0.04 0.68 115 19.70 10.10 0.56 70
Typical mechanical properties of all-weld metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -60C -105°C
AWS A5.22 min. 520 min. 30
EN IS0 17633-B min. 350 min. 550 min. 25
Example 430 650 33 50 40 CO2
Notes on usage and welding condition Package

+ Refer to page 322 for more information on usage.

» When heat input is excessive, base metal will be bended
or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals
JIS, TUV

Dia. (mm) 0.9 1.2 1.6

Spool (kg) 5,12.5,15

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-329T

Duplex Stainless welding wire (22%Cr-9%Ni-Mo)

Classifications

EN SO 17633-A:2010 T2293NLPC1/M211 JIS 73323-2007  TS2209-FB1
EN1SO 17633-B:2010 TS 2209-F C1/M21 1
AWS A5.22-2012 E2209T1-1/4

Description

+ K-329T is formulated for MAG welding of 23%Cr-9%Ni-3%Mo duplex stainless steel and this principal
area of application is chemical plant and shipbuilding as well as nuclear plant industries.
(ASTM A185 Gr.51, UNS S31803, DIN 1.4462, JIS 329J1)

« Wire is a titania type of flux cored wire for all-position welding and It has a stable welding arc producing
a weld with easy slag removal and minimal spatter.

+ K-329T is excellent in pitting corrosion resistance and stress corrosion cracking resistance.

Welding positions Polarity & shielding gas
% l + C02:100% COz2 (15~258/min)
< h_ — Mix : Ar+20% COz (15~25¢/min)
« DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni Mo PREN FN
CO2 0.03 0.52 0.80 23.20 9.60 3.2 37 36.7
Mix 0.03 0.54 0.85 23.40 9.60 33 38 36.8

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -40C

AWS A5.22 min. 690 min. 20
EN ISO 17633-B min. 350 min. 690 min. 15
Example 715 818 27 52 42 CO2

P 720 825 2 50 40 Mix
Notes on usage and welding condition Package
+ Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
« When heat input is excessive, base metal will be bended Spool (kg) 5,12.5,15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals

ABS, DNV, LR, JIS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



K-325T

Super Duplex Stainless welding wire (25%Cr-9%Ni-Mo)

Classifications

EN SO 17633-B:2010 TS 2553-F C10 JIS 73323-2007  TS329J4L-FCO
AWS Ab5.22-2012 E2553T0-G

Description

» K-325T is formulated for MAG welding of 25%Cr-9%Ni-3%MoCu duplex stainless steels and the typical
application is chemical plant and shipbuilding as well as nuclear plant industries.
(UNS S32520, UNS S32550, S32750, S32900, JIS 329J4L)

« Wire is a titania type of flux cored wire for flat and horizontal position welding, and provides low spatter
and fume generation and high efficiency in flat position.

« It has better pitting corrosion resistance and stress corrosion cracking resistance compared to the
E2209TX-XXX welding consumables type.

Welding positions Polarity & shielding gas
% + C02:100% CO2 (15~25¢/min)
N + DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Ni Mo PREN FN
CO2 0.03 0.50 0.80 25.60 9.00 3.6 40.5 55

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -40C
AWS A5.22 min. 690 min. 20
EN 1SO 17633-B min. 350 min. 690 min. 15
Example 750 860 25 42 27 CO2
Notes on usage and welding condition Package
+ Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
+ When heat input is excessive, base metal will be bended Spool (kg) 5,12.5,15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-325TP

Super Duplex Stainless welding wire (25%Cr-9%Ni-Mo)

Classifications
AWS A5.22-2012  E2594T1-1 JIS 73323-2007  TS329J4L-FC1

Description

» K-325TP is formulated for MAG welding of 25%Cr-9%Ni-3%MoCu duplex stainless steels and the typical
application is chemical plant and shipbuilding as well as nuclear plant industries.
(UNS S32520, UNS S32550, S32750, S32900, JIS 329J4L)

« Wire is a titania type of flux cored wire for flat and horizontal position welding, and provides low spatter
and fume generation and high efficiency in flat position.

« It has better pitting corrosion resistance and stress corrosion cracking resistance compared to the
E2209TX-XXX welding consumables type.

Welding positions Polarity & shielding gas
% | + C02:100% CO2 (15~25¢/min)
L InE » DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn Cr Ni Mo PREN FN

CO2 0.03 0.48 0.94 25.52 9.25 3.62 40.5 55

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -40c
AWS A5.22 min. 760 min. 15
Example 817 909 22 40 28 CO2
Notes on usage and welding condition Package
« Refer to page 322 for more information on usage. Dia. (mm) 0.9 1.2 1.6
« When heat input is excessive, base metal will be bended Spool (kg) 5,125, 15

or distorted due to the bad heat conductivity. Therefore,
perform welding with selecting proper heat input.
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K-409TiT

Ferritic Stainless welding wire (Muffler, 13%Cr-Ti)

Classifications
EN ISO 17633-B:2010 TS 409-M M13 0 AWS A5.22-2012  E409T0-G

Description

» K-409TiT is developed to meet the needs of the automotive exhaust fabricators that desired a metal
cored wire. It excels in the pulsed GMAW mode and additional applications include heat exchangers
and recuperators, power plant reheater tubes etc.

» Wire is a metal type of flux cored wire for high speed welding on the plates as possible.

« It would produce a moderately soft arc and low spatter generation and also provide excellent bead
appearance and porosity resistance.

+ Slag quantity is almost the same as a solid wire and deposition rate is up to 20% higher than solid
wire's one.

Welding positions Polarity & shielding gas

/ + Mix : Ar+20% COz2 (156~25¢/min)
+ DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr Ti
Mix 0.02 0.50 0.45 0.01 0.005 12.10 0.80

Typical mechanical properties of all-weld metal

¥S IS El. Remarks
(MPa) (MPa) (%)

EN ISO 17633-B min. 450 min. 15

Example 460 520 25 Mix

= After machining, but before testing, the specimen was aged at a temperature 100°C for up to 48 hours then allowed to
cool to room temperature.

Notes on usage and welding condition Package
Dia. (mm) 1.2 Stick-out Dia. (mm) 1.2 1.32
Current F (PA1G) 180 ~ 260 (15 ~20mm) Spool (kg) 125,15
(Amp.)  HF(PC/2G) (22 ~25) Pailpack (kg) 100 ~ 200
Approvals
CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-409TiC

Ferritic Stainless welding wire (Muffler, 13%Cr-Ti)

Classifications
EN ISO 17633-B:2010 TS 409-M M13 0 AWS A5.22-2012  E409T0-G

Description

+ K-409TiT is developed to meet the needs of the automotive exhaust fabricators that desired a metal
cored wire. It excels in the pulsed GMAW mode and additional applications include heat exchangers
and recuperators, power plant reheater tubes etc.

It would produce a moderately soft arc and high welding speed.
K-409TiC provides low spatter, excellent bead appearance and porosity resistance.

HigherTi component improves resistance to porosity, good wetting behaviour when compared to the
K-409TiT wire.
High deposition efficiency and high speed welding on the thin plate are possible.

Welding positions Polarity & shielding gas

* Mix : Ar+2% 02 (15~25€/min)
+ DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Cr Ti

Mix 0.02 0.44 0.62 0.01 0.005 11.50 1.00

Typical mechanical properties of all-weld metal
YS TS El.

(MPa) (MPa) (%) Remarks
EN ISO 17633-B min. 450 min. 15
Example 430 530 24 Mix

= After machining, but before testing, the specimen was aged at a temperature 100°C for up to 48 hours then allowed to
cool to room temperature.

Notes on usage and welding condition Package
Dia. (mm) 1.2 Stick-out Dia. (mm) 1.2 1.32
Current F (PA1G) 180 ~ 260 Spool (kg) 12.5, 15

(15 ~20mm)

(Amp.) HF (PC/2G) (22 ~25) Pailpack (kg) 100 ~ 200

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-430T

Ferritic Stainless welding wire (Muffler, 17%Cr-Ti)

Classifications
AWS A5.22-2012  E430T0-G

Description

+ K-430T is designed for MAG welding of ferrite stainless alloys of the 17%Cr-Ti types and suitable for
automotive exhaust fabricators such as front pipe, bellows, flange, etc. (AISI 409, 430Ti, ASTM A176l)

+ Wire is a metal type of flux cored wire for high speed welding on the plate as possible and It would
produce a moderately soft arc and high low spatter generation.

» K-430T provide higher corrosion resistance, heat resistance due to high alloy designs and also suitable
for surfacing of sealing faces of gas, water and steam valves.

Welding positions Polarity & shielding gas
z * Mix : Ar+2% O2 (15~252/min)
N « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr Ti
Mix 0.02 0.61 0.49 0.010 0.007 16.80 1.00

Typical mechanical properties of all-weld metal
YS TS El.

(MPa) (MPa) (%) Remarks
AWS A5.22 min. 450 min. 20
Example 475 535 25 Mix

= After machining, but before testing, the specimen was aged at a temperature 100°C for up to 48 hours then allowed to
cool to room temperature.

Notes on usage and welding condition Package
Dia. (mm) 1.2 Stick-out Dia. (mm) 1.2 1.32
Current F (PA1G) 180 ~ 260 (15 ~20mm) Spool (kg) 125,15
(Amp.)  HF(PC/2G) (22 ~25) Pailpack (kg) 100 ~ 200
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K-430LNb

Ferritic Stainless welding wire (Muffler, 18%Cr-Nb(Cb))

Classifications
EN ISO 17633-B:2010 TS 430Nb-M M13 0 JIS 733232007 TS430Nb-MAO

Description

+ K-430LNb is designed for MAG welding of stainless steels of the 17%Cr-Nb steels and is suitable for
automotive exhaust fabrications such as front pipe, bellows, flange etc. (AISI 430, 430Ti, 431)

« Itis a metal type of flux cored wire for high speed welding on the plate as possible.

« It would produce a moderately soft arc, low spatter generation and slag quantity is almost the same as
solid wire and deposition rate is up to 20% higher than solid wire's one.

« It has the high tensile strength at the high temperature atmosphere.

Welding positions Polarity & shielding gas

z * Mix : Ar+2% 02 (15~25€/min)
N « DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn P S Cr Nb(Cb)

Mix 0.02 0.26 0.27 0.009 0.005 17.80 0.56

Typical mechanical properties of all-weld metal
YS TS El.

(MPa) (MPa) %) Remarks
JIS 723323 min. 450 min. 13
Example 480 530 22 Mix

= After machining, but before testing, the specimen was aged at a temperature 100°C for up to 48 hours then allowed to
cool to room temperature.

Notes on usage and welding condition Package
Dia. (mm) 1.2 Stick-out Dia. (mm) 1.2 1.32
Current F (PA1G) 180 ~ 260 (15 ~20mm) Spool (kg) 125,15
(Amp.)  HF(PC/2G) (22 ~25) Pailpack (kg) 100 ~ 200
Approvals
JIs

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-430LNDbE

Ferritic Stainless welding wire (Muffler, 18%Cr-Nb(Cb))

Classifications
EN ISO 17633-B:2010 TS 430Nb-M |10 JIS 733232007 TS430Nb-MAO

Description

+ K-430LNbE is designed for MAG welding of stainless steels of the 17%Cr-Nb steels and is suitable for
automotive exhaust fabrications such as front pipe, bellows, flange etc. (AISI 430, 430Ti, 431)

« Itis a metal type of flux cored wire for high speed welding on the plate as possible.

« It would produce a moderately soft arc, low spatter generation and slag quantity is almost the same as
solid wire and deposition rate is up to 20% higher than solid wire's one.

« It has the high tensile strength at the high temperature atmosphere.

« It has a deeper penetration depth than K-430LNb.

Welding positions Polarity & shielding gas
a * Mix : 100% Ar (15~25&/min)
< « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr Nb(Cb)
100% Ar 0.02 0.42 0.27 0.002 0.005 15.97 0.53

Typical mechanical properties of all-weld metal
YS TS El.

(MPa) (MPa) %) Remarks
JIS 7 3323 min. 450 min. 13
Example 400 512 25 100% Ar

= After machining, but before testing, the specimen was aged at a temperature 100°C for up to 48 hours then allowed to
cool to room temperature.

Notes on usage and welding condition Package
Dia. (mm) 1.2 Stick-out Dia. (mm) 1.2 1.32
Current F (PA/1G) 180 ~ 260 (15 ~20mm) Spool (kg) 125,15
(Amp.) HF (PC/2G) (22 ~25) Pailpack (kg) 100 ~ 200
Approvals
JIs

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-436T

Ferritic Stainless welding wire (Muffler, 18%Cr-Mo)

Classifications

Not required

Description

+ K-436T is designed for MAG welding of stainless steels of the 17%Cr-1%Mo-Ti types and suitable for
automotive exhaust fabricators such as front pipe, bellows, flange, etc. (JIS 436L/436J1L)
+ Wire is a metal type of flux cored wire for high speed welding on the plate as possible.

« It would produce a moderately soft arc and high low spatter generation, and the Mo component in weld
metal improves good crack resistance and heat resistance.

« It is also suitable for surfacing of sealing faces of gas, water and steam valves.
Welding positions Polarity & shielding gas

z * Mix : Ar+2% 02 (15~25€/min)
N « DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn Cr Mo Ti
Mix 0.03 0.35 0.63 1750 1.10 0.50

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)
Example 385 490 23 Mix

= After machining, but before testing, the specimen was aged at a temperature 100°C for up to 48 hours then allowed to
cool to room temperature.

Remarks

Notes on usage and welding condition Package
Dia. (mm) 1.2 Stick-out Dia. (mm) 1.2 1.32
Current F (PA/1G) 180 ~ 260 Spool (kg) 12.5,15
(Amp)  HF(PCI2G)  (22-25)  \1°-20mm) Pailpack (kg) 100 ~ 200
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K-439T

Ferritic Stainless welding wire (Muffler, 18%Cr-Ti)

Classifications

Not required

Description

+ K-439T is designed for MAG welding of stainless steels of the 18%Cr-Ti types and suitable for
automotive exhaust fabrications such as front pipe, bellows, flange etc. (AISI 430, 430Ti, 431)

» Wire is a metal type of flux cored wire for high speed welding on the plate as possible.

« It would produce a moderately soft arc and low spatter generation.

« Slag quantity is almost the same as solid wire and deposition rate is up to 20% higher than solid wire’s
one.

+ K-439T has the high tensile strength at the high temperature atmosphere.

Welding positions Polarity & shielding gas

% * Mix : Ar+2% 02 (15~25¢/min)
N » DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr Ti
Mix 0.03 0.45 0.55 0.010 0.015 16.50 0.90

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)
Example 390 495 24 Mix

= After machining, but before testing, the specimen was aged at a temperature 100°C for up to 48 hours then allowed to
cool to room temperature.

Remarks

Notes on usage and welding condition Package
Dia. (mm) 1.2 Stick-out Dia. (mm) 1.2 1.32
Current F (PA/1G) 180 ~ 260 Spool (kg) 125,15

(15 ~20mm)

(Amp.)  HF(PCI2G) (22 ~25) Pailpack (kg) 100 ~ 200
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K-439TE

Ferritic Stainless welding wire (Muffler, 18%Cr-Ti)

Classifications

Not required

Description

+ K-439TE is designed for MIG welding of stainless steels of the 18%Cr-Ti types and suitable for
automotive exhaust fabrications such as front pipe, bellows, flange etc. (AISI 430, 430Ti, 431)

» Wire is a metal type of flux cored wire for high speed welding on the plate as possible.

« It would produce a moderately soft arc and low spatter generation.

« Slag quantity is almost the same as solid wire and deposition rate is up to 20% higher than solid wire’s
one.

* K-439TE has the high tensile strength at the high temperature atmosphere.

Welding positions Polarity & shielding gas
a « Mix : 100% Ar,
N Ar+2% 02 (15~258/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (5%)
Shielding gas C Si Mn P S Cr Ti

Ar 0.03 0.42 0.53 0.010 0.010 17.00 0.60

Typical mechanical properties of all-weld metal

Y.S TS El.

(MPa) (MPa) %) Remarks

Example 400 500 24 Ar

= After machining, but before testing, the specimen was aged at a temperature 100°C for up to 48 hours then allowed to
cool to room temperature.

Notes on usage and welding condition Package
Dia. (mm) 1.2 Stick-out Dia. (mm) 1.2 1.32
Current F (PA1G) 180 ~ 260 Spool (kg) 125,15

(15 ~20mm)

(Amp.)  HF(PCI2G) (22 ~25) Pailpack (kg) 100 ~ 200

KISWEL



K-410T

Martensitic Stainless welding wire (13%Cr, Hardfacing)

Classifications

EN ISO 17633-A:2010 T 13 R C1/M21 4 AWS A5.22-2012  E410T0-1/4
EN ISO 17633-B:2010 TS 410-F C1/M21 0 JIS 7 3323-2007  TS410-FBO
Description

» K-410T is designed for MAG welding of martensite stainless alloys of the 13%Cr types and used for
surfacing of sealing faces of valves for gas, water, and steam piping system at service temperatures up
to 450°C.

» Wire is a metal type of flux cored wire for flat and horizontal position welding.
» K-410T is suitable for the first layer of corrosion resistant weld claddings.

Welding positions Polarity & shielding gas
% « C0O2:100% CO2 (15~25¢/min)
N Mix : Ar+20% COz2 (15~25¢/min)
- DCEP (DC+)

Typical chemical composition of all-weld metal (%)

Shielding gas C Si Mn P S Cr
CO2 0.07 0.28 0.35 0.012 0.005 12.85
Mix 0.07 0.34 0.45 0.01 0.005 13.00

Typical mechanical properties of all-weld metal
YS TS El.

(MPa) (MPa) (%) PWHT
EN ISO 17633-B min. 450 min. 15
Example (CO2) 380 530 28 750Cx1Hr

= After machining, but before testing, the specimen was aged at a temperature 100°C for up to 48 hours then allowed to
cool to room temperature.

Notes on usage and welding condition Package

« Refer to page 322 for more information on usage Dia. (mm) 1.2 14 1.6

« For joint welding, preheating to 200~300°C is recommended Spool (kg) 5,12.5, 15, 20
and tempering at 700~750°C to increase toughness. Pailpack (kg) 100 ~ 300

Approvals

JIS

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-410NiMoT

Martensitic Stainless welding wire (13%Cr-Ni, Hardfacing)

Classifications

EN ISO 17633-A:2010 T 134 R M214 AWS A5.22-2012  E410NiMoT0-4
EN ISO 17633-B:2010 TS 410NiMo-F M21 0 JIS Z3323-2007  TS410NiMo-FMO
Description

+ K-410NiMoT is designed for MAG welding of soft-martensite stainless alloys of the 13%Cr-4%Ni-Mo types.
(AISI 403, 405, 410, 420, JIS SCS3, SCS6, ASTM CA15M, CA6NM)

+ Wire is a metal type of flux cored wire for flat and horizontal position welding.

» K-410NiMoT features very good ductility, CVN toughness and crack resistance.

« The machinability of the weld metal depends largely upon the kind of base meal and degree of dilution.

Welding positions Polarity & shielding gas

z * Mix : Ar+20% CO2 (15~25&/min)
N » DCEP (DC+)

Typical chemical composition of all-weld metal (5%)
Shielding gas C Si Mn Cr Ni Mo

Mix 0.04 0.23 0.36 12.20 4.10 0.70

Typical mechanical properties of all-weld metal
YS TS El.

(MPa) (MPa) (%) PWHT
AWS A5.22 min. 760 min. 15
EN ISO 17633-B min. 500 min. 750 min. 15
Example (Mix) 745 900 18 620Cx1Hr

= After machining, but before testing, the specimen was aged at a temperature 100°C for up to 48 hours then allowed to
cool to room temperature.

Notes on usage and welding condition Package

« Refer to page 322 for more information on usage Dia. (mm) 1.2 14 1.6

« Preheating and interpass temperatures in case of Spool (kg) 5,12.5,15, 20
thick-walled sections 100~160°C and maximum heat Pailpack (kg) 100 ~ 300

input 15kJ/cm and tempering at 580~620°C.

Approvals

JIS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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K-410NiMoTC

Martensitic Stainless welding wire (13%Cr-Ni, Hardfacing)

Classifications

EN ISO 17633-A:2010 T134PC11 AWS A5.22-2012  E410NiMoT1-1
EN ISO 17633-B:2010 TS 410NiMo-F C1 1 JIS Z3323-2007  TS410NiMo-FC1
Description

» K-410NiMoTC is designed for MAG welding of soft-martensite stainless alloys of the 13%Cr-4%Ni-Mo types.
(AISI 403, 405, 410, JIS SCS3, SCS6, SB410, ASTM CA15M, CABNM)

+ Wire is a titania type of flux cored wire for all-position welding with 100%COz2 gas.

« It features self-detaching slag, spray-like transfer, low spatter generation, smooth bead surface and high
X-ray safety.

 The machinability of the weld metal depends largely upon the kind of base material and the degree of
welding dilution.

Welding positions Polarity & shielding gas

z ' » C0O2:100% CO2 (15~25¢/min)
N 11 — - DCEP (DC+)

Typical chemical composition of all-weld metal (%)
Shielding gas C Si Mn Cr Ni Mo

CO2 0.04 0.55 0.45 12.20 4.80 0.55

Typical mechanical properties of all-weld metal
YS TS El.

(MPa) (MPa) (%) PWHT
AWS A5.22 min. 760 min. 15
EN ISO 17633-B min. 500 min. 750 min. 15
Example (CO2) 900 950 18 620Cx1Hr

= After machining, but before testing, the specimen was aged at a temperature 100°C for up to 48 hours then allowed to
cool to room temperature.

Notes on usage and welding condition Package

+ Refer to page 322 for more information on usage. Dia. (mm) 1.2 1.4 1.6

+ Preheating and interpass temperatures in case of Spool (kg) 5,12.5, 15, 20
thick-walled sections 100~160°C and maximum heat Pailpack (kg) 100 ~ 300

input 15kJ/cm and tempering at 580~620°C.
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TIG=MIG
Welding Consumables

TIG WELDING CONSUMABLES
FOR HIGH TENSILE STRENGTH STEEL
FOR HEAT-RESISTING STEEL

FOR STAINLESS STEEL

MIG WELDING CONSUMABLES
FOR STAINLESS STEEL







T-50

For mild steels and 490MPa tensile strength steel

Classifications
ENISO 636-A:2017 W 46 3 35i1 KS D 7140:2005  YGT50
EN IS0 636-B:2017 W 49A 3U 6 JISZ3316:2011 W 49A3U6

AWS Ab.18:2005 ER70S-6

Description

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

« Itis generally used in root pass welding of pipes in all positions.

« Proper tungsten electrode extension from the tip of torch is 4~6mm in general.

Typical chemical composition of rod (%)
C Si Mn P S

0.07 0.82 152 0.012 0.015

Typical mechanical properties of all-weld-metal
YS TS El. IV (J)

(MPa) (MPa) (%) 30¢ Remarks
AWS A5.18 min. 400 min. 480 min. 22 >27 Ar
EN 636-A min. 460 530~680 min. 20 >47 Ar
Example 490 580 30 130 Ar
Operating data Polarity and Shielding gas
Dia. (mm) 24~32 - DCEP (DC-)
Current (Amp.) 200 ~ 300 « Ar:100%Ar (15~25¢/min.)

Approvals

ABS, BV, DNV, LR, KR, RS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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T-50G

For mild steels and 490MPa tensile strength steel

Classifications
ENISO 636-A:2017 W 46 3 3Si1 KS D 7140:2005  YGT50
ENISO 636-B:2017 W 49A3U 6 JISZ3316:2011  W49A3U 6

AWS A5.18:2005 ER70S-G

Description

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

« Itis generally used in root pass welding of pipes in all positions.

« Proper tungsten electrode extension from the tip of torch is 1~3mm in general.

Typical chemical composition of rod (%)

C Si Mn P S
0.07 0.82 152 0.012 0.015

Typical mechanical properties of all-weld-metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c
AWS A5.18 min. 400 min. 480 min. 22 >27 Ar
EN 636-A min. 460 530~680 min. 20 »47 Ar
Example 490 580 30 130 Ar
Operating data Polarity and Shielding gas
Dia. (mm) 24~32 - DCEP (DC-)
Current (Amp.) 200 ~ 300 « Ar:100%Ar (15~25¢/min.)

Approvals

ABS, BV, DNV, LR, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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T-53

For mild steels and 490MPa tensile strength steel

Classifications
ENISO 636-A:2017 W 46 3 25i KS D 7140:2005  YGT50
ENISO 636-B:2017 W 49A3U 3 JISZ3316:2011  W49A3U3

AWS Ab.18:2005 ER70S-3

Description

« For mild steel and 490MPa tensile strength steel welding of structural steels, machineries and vehicles.
« Excellent mechanical and toughness properties in low temperature conditions.
« Itis generally used in root pass and to support the welding when back pass is impossible.

Typical chemical composition of rod (%)

C Si Mn P S
0.07 0.65 118 0.010 0.009

Typical mechanical properties of all-weld-metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c
AWS A5.18 min. 400 min. 480 min. 22 >27 Ar
EN 636-A min. 460 530~680 min. 20 >47 Ar
Example 480 550 32 120 Ar
Operating data Polarity and Shielding gas
Dia. (mm) 24~32 « DCEP (DC-)
Current (Amp.) 200 ~ 300 « Ar:100%Ar (15~25¢/min.)
Approvals
ABS, DNV

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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T-70S2

For mild steels and 490MPa tensile strength steel

Classifications
ENISO 636-A:2017 W 46 3 2Ti KS D 7140:2005  YGT50
ENISO 636-B:2017 W 49A3U 2 JISZ3316:2011  W49A3U2

AWS A5.18:2005 ER70S-2

Description
« For mild steel and 490MPa tensile strength steel welding of pipes, offshore drilling rigs and structural
steels, etc.

« This rod is a multiple deoxidized rod containing small amounts of zirconium, titanium and aluminum in
addition to the manganese and silicon deoxidizers characteristic of steel rod group.

« This rod producing superior quality welds with minimum porosity even over rust and mill scale.
Typical chemical composition of rod (%)

C Si Mn P S
0.07 0.54 118 0.015 0.01

Typical mechanical properties of all-weld-metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c
AWS A5.18 min. 400 min. 480 min. 22 >27 Ar
EN 636-B min. 390 490~670 min. 18 »47 Ar
Example 490 570 29 180 Ar
Operating data Polarity and Shielding gas
Dia. (mm) 24~32 - DCEP (DC-)
Current (Amp.) 200 ~ 300 « Ar:100%Ar (15~25¢/min.)

Approvals

ABS, DNV, CWB, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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T-90

For 690MPa high strength steel

Classifications

EN ISO 16834-A:2012 W 62 6 11 Mn3Ni1Mo AWS A5.28:2005 ER90S-G

EN ISO 16834-B:2012 W 69A 6U |1 N2M1T JISZ3316:2011 W 62 A 6U N2M1T
Description

« ForTIG welding of 620MPa high tensile steel used for pipe line, offshore, structure, construction
machinery, pressure vessels, etc.

« Used for welding high strength steels in many high stress, critical applications; also exhibiting excellent
toughness down to -60°C.

« Typical applications can be found in the mining, mobile cranes, cement pumps shipbuilding, automotive
and pressure vessel industries.

Typical chemical composition of rod (%)

C Si Mn P S Ni Mo
0.08 0.61 1.60 0.014 0.002 0.86 0.38

Typical mechanical properties of all-weld-metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -60°C
AWS A5.28 min. 620
EN 16834-A min. 620 700~890 min. 18 >47 As weld, Ar
EN 16834-B min. 600 690~890 min. 14 >47 As weld, Ar
Example 822 872 26 68 As weld, Ar
Operating data Polarity and Shielding gas
Dia. (mm) Voltage Ampere « DCEP (DC-)

0.9 10~12 50~70 « Ar:100%Ar (15~25¢/min.)

1.2 10~12 70~100

1.6 12~15 100~125

2.4 15~20 125~175

3.2 15~20 175~200

KISWEL



T-100

For 690MPa high strength steel

Classifications

EN ISO 16834-A:2012 W 62 5 11 Z Mn3Ni1.5Mo AWS A5.28:2005 ER100S-1/G

EN ISO 16834-B:2012 W 69A 5U |1 N4CM21T JISZ3316:2011 W 69 A 5U NACM21T
Description

« ForTIG welding of 690MPa high tensile steel used for pipe line, offshore, structure, construction
machinery, pressure vessels, etc.

« Used for welding high strength steels in many high stress, critical applications; also exhibiting
excellent toughness down to -50°C.

« Typical applications can be found in the mining, mobile cranes, cement pumps shipbuilding, automotive
and pressure vessel industries.

Typical chemical composition of rod (%)

C Si Mn P S Ni Mo
0.05 0.26 1.51 0.006 0.005 1.95 0.40

Typical mechanical properties of all-weld-metal
Y.S TS El IV (J)

(MPa) (MPa) (%) 50¢ Remarks
AWS A5.28 min. 610 min. 690 min. 16 >68 Ar
EN 16834-B min. 600 690~890 min. 14 >47 Ar
Example 710 760 27 330 Ar
Operating data Polarity and Shielding gas
Dia. (mm) Voltage Ampere - DCEP (DC-)

09 10~12 50~70 « Ar: 100%Ar (15~25¢/min.)

12 10~12 70~100

16 12~15 100~125

24 15~20 125~175

3.2 15~20 175~200

KISWEL



T-100D

For 690MPa high strength steel

Classifications

EN ISO 16834-A:2012 W 62 5 11 Z Mn3Ni1.5Mo AWS A5.28:2005 ER100S-1/G

EN ISO 16834-B:2012 W 69A 5U |1 N4CM21T JISZ3316:2011 W 69 A 5U N4ACM21T
Description

* ForTIG welding of 690MPa high tensile steel used for military low alloy applications.

« Used for welding high strength steels in many high stress, critical applications; also exhibiting excellent
toughness down to -50°C.

« Typical applications can be found in the mining, mobile cranes, cement pumps shipbuilding, automotive
and pressure vessel industries.

Typical chemical composition of rod (%)

C Si Mn P S Ni Mo
0.05 0.26 1.51 0.006 0.005 1.95 0.40

Typical mechanical properties of all-weld-metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -50C
AWS A5.28 min. 610 min. 690 min. 16 > 68 Ar
EN 16834-B min. 600 690~890 min. 14 >47 Ar
Example 710 760 27 330 Ar
Operating data Polarity and Shielding gas
Dia. (mm) Voltage Ampere « DCEP (DC-)

0.9 10~12 50~70 « Ar:100%Ar (15~25¢/min.)

1.2 10~12 70~100

1.6 12~15 100~125

2.4 15~20 125~175

3.2 15~20 175~200

KISWEL



T-110

For 830MPa high strength steel

Classifications

EN ISO 16834-A:2012 W 69 4 11 Mn3Ni1CrMo
AWS A5.28:2005 ER110S-G

Description

+ For MAG welding of 830MPa high tensile steel used for pipe line, offshore, structure, construction
machinery, pressure vessels, etc.

» Welding materials such as S960QL - S1100Q and other similar fine grain cold tough steels.
« Proper tungsten electrode extension from the tip of torch is 4~6mm in general.

Typical chemical composition of rod (%)

C Si Mn P S Ni Mo
0.08 0.52 1.68 0.002 0.003 141 0.24

Typical mechanical properties of all-weld-metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -40c
AWS A5.28 min.760
EN 16834-A min.690 770-940 min. 17 >47 Ar
Example 773 831 26 294 Ar
Operating data Polarity and Shielding gas
Dia. (mm) Voltage Ampere + DCEP (DC-)

0.9 10~12 50~70 * Ar: 100%Ar (15~25¢/min.)

1.2 10~12 70~100

1.6 12~15 100~125

2.4 15~20 125~175

3.2 15~20 175~200

KISWEL



1-120

For 830MPa high strength steel

Classifications

EN ISO 16834-A:2012 W 696112 AWS A5.28:2005 ER120S-G
EN IS0 16834-B:2012 W 83A 6U I1 G JISZ3316:2011 W 83A6MO
Description

» For MAG welding of 830MPa high tensile steel used for pipe line, offshore, structure, construction
machinery, pressure vessels.

» Welding materials such as S960QL - S1100Q and other similar fine grain cold tough steels.
« Proper tungsten electrode extension from the tip of torch is 4~6mm in general.

Typical chemical composition of rod (%)

C Si Mn P S Ni Mo
0.06 0.50 1.45 0.002 0.003 3.40 0.55

Typical mechanical properties of all-weld-metal
YS TS El IV (J)

(MPa) (MPa) (%) 60 Remarks
AWS A5.28 830 min. min. 14 As weld, Ar
EN 16834-A min. 690 770~940 min. 17 >47 As weld, Ar
EN 16834-B min. 745 830~1,030 min. 12 >47 As weld, Ar
Example 840 920 20 170 As weld, Ar
Operating data Polarity and Shielding gas
Dia. (mm) Voltage Ampere + DCEP (DC-)

0.9 10~12 50~70 « Ar:100%Ar (15~25¢/min.)

1.2 10~12 70~100

1.6 12~15 100~125

2.4 15~20 125~175

3.2 15~20 175~200

KISWEL



T-80D2

For 0.5%Mo heat-resistant steel

Classifications

AWS A5.28:2005 ER80S-D2 JIS 73316:2001  YGTM
KS D 7140:2005 YGTM

Description

« For carbon and low alloy steels such as AlSI 4130.
» Where the tensile strength provided by plan carbon steel rod are inadequate.

« This rod is designed to give high strength welds on high sulfer bearing(free-machning) steels or medium
carbon steels.

« This rod contains additional amounts of manganese and silicon which produces weld deposits which
have high ductility, excellent impact values and tensile strength.
Typical chemical composition of rod (%)

C Si Mn P S Mo
0.08 0.58 1.85 0.014 0.009 0.46

Typical mechanical properties of all-weld-metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -30c
AWS A5.28 min. 470 min. 550 min. 17 >27 Ar
Example 610 690 23 180 Ar
Operating data Polarity and Shielding gas
Dia. (mm) 24~32 - DCEP (DC-)
Current (Amp.) 200 ~ 300 e Ar:100%Ar (15~25¢/min.)

KISWEL



T-81CMA

Classifications

AWS A5.28:2005 ER80S-G
JIS 3317:2011 W 55-1CM3

Description

For 1.25%Cr-0.5%Mo heat-resistant steel

« For butt and filet welding of power plant, heat exchanger and oil refineries such as 1.25%Cr-0.5%Mo

heat-resistant steel.

« Excellent mechanical and toughness properties after PWHT.

« Proper tungsten electrode extension from the tip of torch is 4~6mm in general.

« Preheat at 100°C to 200°C and post weld heat treatment at 620°C to 720°C is necessary according to
the plate thickness, type of steels, shape of base metals or under high restricion.

Typical chemical composition of rod (%)

C Si Mn P S Cr Mo
0.10 0.55 0.90 0.010 0.003 1.29 0.49
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20
AWS A5.28 min. 550 PWHT, Ar
EN 21952-A min. 355 min. 510 min. 20 >47 PWHT, Ar
JIS Z 3317 min. 470 min. 530 min. 17 PWHT, Ar
Example 540 630 28 270 PWHT, Ar
* PWHT : 690°Cx1Hr.
Operating data Polarity and Shielding gas
Dia. (mm) Voltage Ampere « DCEP (DC-)
0.9 10~12 50~70 « Ar: 100%Ar (15~25¢/min.)
1.2 10~12 70~100
1.6 12~15 100~125
2.4 15~20 125~175
3.2 15~20 175~200

KISWEL



T-80SB2

For 1.25%Cr-0.5%Mo heat-resistant steel

Classifications

EN SO 21952-B:2012 W55 [1 1CM
AWS A5.28:2005 ER80S-B2

KS D 7140:2005 YGT1CM
JISZ3317:2011 W 55-1CM

Description

« For butt and filet welding of power plant, heat exchanger and oil refineries such as 1.25%Cr-0.5%Mo
heat-resistant steel.

« Excellent mechanical and toughness properties after PWHT.
« Proper tungsten electrode extension from the tip of torch is 4~6mm in general.

« Preheat at 100°C to 200°C and post weld heat treatment at 620°C to 720°C is necessary according to the
plate thickness, type of steels, shape of base metals or under high restricion.

Typical chemical composition of rod (%)

C Si Mn P S Cr Mo
0.09 0.54 0.51 0.015 0.006 1.26 0.45

Typical mechanical properties of all-weld-metal
Y.S TS El IV (J)

(MPa) (MPa) (%) 0c Remarks
AWS A5.28 min. 470 min. 550 min. 19 PWHT, Ar
EN 21952-B min. 470 min. 550 min. 17 PWHT
Example 500 590 26 80 PWHT, Ar
# PWHT : 620°Cx1Hr.
Operating data Polarity and Shielding gas

Dia. (mm) 24~32 - DCEP (DC-)
Current (Amp.) 200 ~ 300 « Ar:100%Ar (15~25¢/min.)

KISWEL



T-90SB3

For 2.25%Cr-1%Mo heat-resistant steel

Classifications

EN ISO 21952-B:2012 W 62 11 2C1M KS D 7140:2005  YGT2CM
AWS A5.28:2005 ER90S-B3 JISZ3317:2011 W 62-2C1M
Description

« For butt and fillet welding of power plant, heat exchanger and oil refineries such as 2.25%Cr-1%Mo
heat-resistant steel.

« Excellent mechanical and toughness properties after PWHT.
« Proper tungsten electrode extension from the tip of torch is 4~6mm in general.

« Preheat at 150°C to 300°C and post weld heat treatment at 680°C to 730°C is necessary according to the
plate thickness, type of steels, shape of base metals or under high restricion.

Typical chemical composition of rod (%)

C Si Mn P S Cr Mo
0.09 0.47 0.66 0.010 0.014 2.31 1.00

Typical mechanical properties of all-weld-metal

YS TS El. IV (J) Remarks
(MPa) (MPa) (%) 0c
AWS A5.28 min. 540 min. 620 min. 17 PWHT, Ar
EN 21952-B min. 540 min. 620 min. 15 PWHT
Example 550 670 26 180 PWHT, Ar
* PWHT : 690°CxHr.
Operating data Polarity and Shielding gas
Dia. (mm) 24~32 - DCEP (DC-)
Current (Amp.) 200 ~ 300 « Ar:100%Ar (15~25¢/min.)

KISWEL



T-90SB9

For 9%Cr-1%Mo-V heat-resistant steel

Classifications

EN SO 21952-A:2012 W CrMo91 AWS A5.28:2005 ER90S-B9
EN SO 21952-B:2012 W 62 1 9C1MV

Description

+ For butt and fillet welding of power plant, heat exchanger and oil refineries such as 9%Cr-1%Mo-V
heat-resistant steel.

« Excellent mechanical and toughness properties after PWHT.
« Proper tungsten electrode extension from the tip of torch is 4~6mm in general.
« Preheat at 150°C to 300°C and post weld heat treatment at 740°C to 780°C is necessary according

to the plate thickness, type of steels, shape of base metals or under high restriction.
Typical chemical composition of rod (%)

C Si Mn P S Cr Mo
0.10 0.23 0.75 0.005 0.002 9.10 0.94

Typical mechanical properties of all-weld-metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) 20
AWS A5.28 min. 410 min. 620 min. 16 PWHT, Ar
EN 21952-A min. 415 min. 585 min. 17 >47 PWHT, Ar
EN 21952-B min. 410 min. 620 min. 15 PWHT, Ar
Example 673 745 20 334 PWHT, Ar
* PWHT : 760°Cx2Hr.
Operating data Polarity and Shielding gas
Dia. (mm) 24~32 » DCEP (DC-)
Current (Amp.) 200 ~ 300 « Ar:100%Ar (15~25¢/min.)

KISWEL



T-90SBIW

Classifications
AWS A5.28:2005 ER90S-B9 (mod.)

Description

For 9%Cr-0.5%Mo-Nb-V-W heat-resistant steel

« For butt and fillet welding of power plant, heat exchanger and oil refineries such as 9%Cr-0.5%Mo-Nb-

V-W heat-resistant steel.

« Proper tungsten electrode extension from the tip of torch is 4~6mm in general.

« Excellent Creep strength, toughness, fatigue life, and

corrosion resistance at elevated temperatures.

« Preheat at 150°C to 300°C and post weld heat treatment at 740°C to 780°C is necessary according to the
plate thickness, type of steels, shape of base metals or under high restriction.

Typical chemical composition of rod (%)

C Si Mn P S Cr Mo

0.10 0.24 0.54 0.007 0.003 8.88 0.43
Typical mechanical properties of all-weld-metal

.5 15 El Remarks
(MPa) (MPa) (%)
AWS A5.28 min. 620 Ar
Example 775 860 15 PWHT, Ar
# PWHT : 760°Cx2Hr.
Operating data Polarity and Shielding gas
Dia. (mm) 24~32 - DCEP (DC-)
Current (Amp.) 200 ~ 300 « Ar: 100%Ar (15~25¢/min.)

KISWEL



T-80SNi1

For low temperature service steel(1.0%Ni)

Classifications
AWS A5.28:2005 ER80S-Ni1

Description

« Itis designed for welding of 550MPa high tensile steel for low temperature service of below -45°C.
« Suited for welding 1%Ni steel and other low temperature for low temperature pressure vessel, tank and

pipe.
« Very good weldability in out of position work.

+ GTAW rod for welding of low temperature equiment and structure.

Typical chemical composition of rod (%)

C Si Mn P S Ni
0.09 0.63 1.1 0.009 0.008 0.83
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -45C
AWS A5.28 min. 470 min. 550 min. 24 27 -
162(@-457C)
Example 592 678 35 133(@-60°) As Weld
Operating data Polarity and Shielding gas
Dia. (mm) Voltage Ampere « DCEP (DC-)
0.9 10~12 50~70 * Ar: 100%Ar (15~25¢/min.)
12 10~12 70~100
1.6 12~15 100~125
2.4 15~20 125~175
3.2 15~20 175~200

KISWEL



T-80SNi2

Classifications

EN ISO 636-A:2017 W 46 6 2Ni2
AWS A5.28:2005 ER80S-Ni2
Description

For low temperature service steel(2.0%Ni)

« Itis designed for welding of 550MPa high tensile steel for low temperature service of below -60°C.
« Suited for welding 2%Ni steel and other low temperature for low temperature pressure vessel, tank and

pipe.
« Very good weldability in out of position work.

» GTAW rod for welding of low temperature equiment and structure.

Typical chemical composition of rod (%)

C Si Mn P S Ni
0.09 052 1.08 0.007 0.005 2.30
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -60C
AWS A5.28 min. 470 min. 550 min. 24 27 -
256(@-60°C)
Example 540 650 34 166(@-70%C) As Weld
261(@-60°C)
Example 580 680 32 2ieq0e  PWHT
* PWHT : 620°CxHr.
Operating data Polarity and Shielding gas
Dia. (mm) Voltage Ampere « DCEP (DC-)
0.9 10~12 50~70 « Ar: 100%Ar (15~25¢/min.)
1.2 10~12 70~100
1.6 12~15 100~125
2.4 15~20 125~175
3.2 15~20 175~200

KISWEL



T-80SNi3

For low temperature service steel(3.0%Ni)

Classifications
AWS A5.28:2005 ER80S-Ni3

Description

« Itis designed for welding of 550MPa high tensile steel for low temperature service of below -75°C.
« suited for welding 3%Ni steel and other low temperature for low temperature pressure vessel, tank and

pipe.
« Very good weldability in out of position work.

+ GTAW rod for welding of low temperature equiment and structure.

Typical chemical composition of rod (%)

C Si Mn P S Ni
0.02 0.61 1.00 0.007 0.010 3.40
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -75¢
AWS A5.28 min. 470 min. 550 min. 24 27 -
139(@-60C)
Example 494 583 33 81(@.750) PWHT
* PWHT : 620°Cx8HT.
Operating data Polarity and Shielding gas
Dia. (mm) Voltage Ampere » DCEP (DC-)

0.9 10~12 50~70 « Ar: 100%Ar (15~25¢/min.)

12 10~12 70~100

16 12~15 100~125

24 15~20 125~175

3.2 15~20 175~200

EX KISWEL



1-2209

For duplex stainless steels (Low carbon, 22%Cr-9%Ni-Mo STS)

Classifications

EN ISO 14343-A:2017 W2293NL AWS A5.9:2012  ER2209
EN ISO 14343-B:2017 SS 2209 JIS Z3321:2013  YS2209
Description

* TIG welding of 22%Cr-9%Ni-3%Mo duplex stainless steels. (UNS S31803, STS 329J1, 329J2L)
« Avarious application of the petrochemical offshore structure and distilling apparatuses.

Typical chemical composition of wire (%)
[0 Si Mn Ni Cr Mo

0.01 0.40 167 8.70 22.70 3.10
Typical mechanical properties of all-weld-metal

Y.S TS El. IV (J)
(MPa) (MPa) (%) -10C -47°Cc
AWS A5.9 min. 690 min. 20
EN ISO 14343 min. 450 min. 550 min. 20
Example 769 855 35 183 160

Approvals
ABS, BV, DNV, LR, KR, RS, JIS, CE  # Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

T-2594

For Super duplex stainless steels (25%Cr-9%Ni-4%Mo STS)

Classifications

EN ISO 14343-A:2017 W2594 N L AWS A5.9:2012  ER2594
EN ISO 14343-B:2017 SS 2594 JIS Z3321:2013  YS329J4L
Description

* TIG welding of 25%Cr-9%Ni-4%Mo duplex stainless steels. (UNS S32750, $32760, S32550, S31260)
« A various application of the petrochemical offshore structure and distilling apparatuses.

Typical chemical composition of wire (%)

c Si Mn Ni Cr Mo PREN
0.02 0.42 0.66 9.18 25.06 3.88 4
Typical mechanical properties of all-weld-metal
YS TS El. IV (J)

(MPa) (MPa) (%) RT -50C
AWS A5.9 min. 760 min. 15
EN IS0 14343 min. 550 min. 620 min. 18
Example 640 800 32 220 200
Approvals

ABS, BV, DNV, LR, JIS, CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
KISWEL



T-308

For austenite stainless steel (Low carbon, 18%Cr-8%Ni STS)

Classifications

EN ISO 14343-B:2017 SS 308 KS D 3696:2016  STSY308
AWS A5.9:2012 ER308 JIS Z3321:2013  YS308
Description

« TIG welding of 18%Cr-8%Ni austenite stainless steels. (AISI STS 301, 302, 304)
» Avarious application of the petrochemical , flesh water, medicine and fertilizer industrial apparatuses.

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.04 0.41 1.90 9.71 19.80
Typical mechanical properties of all-weld-metal
YS TS El. IV (J)
(MPa) (MPa) (%) 0t -196C

AWS A5.9 min. 550 min. 35

EN ISO 14343 min. 350 min. 550 min. 25

Example 362 599 40 210 70
Approvals

JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

T-308L

For austenite stainless steel (Low carbon, 18%Cr-8%Ni STS)

Classifications

EN ISO 14343-A:2017 W 199 L KS D 3696:2016  STSY308L
EN ISO 14343-B:2017 SS 308L JIS Z3321:2013  YS308L
AWS A5.9:2012 ER308L

Description

« TIG welding of 18%Cr-8%Ni austenite stainless steels. (AISI STS 301, 302, 304)
« Avarious application of the petrochemical , nuclear power plant appratuese.
» WRC 1992 FN 3~8 (Chemical Composition of wire, If required)

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.02 0.38 1.90 9.77 19.79
Typical mechanical properties of all-weld-metal
YS TS El. IV (J)
(MPa) (MPa) (%) 0t -196C
AWS A5.9 min. 520 min. 35
EN IS0 14343 min. 320 min. 510 min. 25
Example 390 580 44 160 80
Approvals

ABS, BV, DNV, LR, KR, RS, JIS, CE, TUV  + Please refer to our homepage(www kiswel.com| for further detailed information regarding approvals.
KISWEL



T-308H

For austenite stainless steel (Medium carbon, 18%Cr-8%Ni STS)

Classifications

EN IS0 14343-A:2017 W 199 H AWS A5.9:2012  ER308H
EN ISO 14343-B:2017 SS 308H JIS Z3321:2013  YS308H
Description

« TIG welding of 18%Cr-8%Ni austenite stainless steels. (AISI STS 304H)
« Avarious application of the petrochemical , flesh water, medicine and fertilizer industrial apparatuses.

Typical chemical composition of wire (%)

C Si Mn Ni Cr

0.05 0.42 2.06 9.80 19.80

Typical mechanical properties of all-weld-metal
YS TS El. IV (J)
(MPa) (MPa) (%) 0c -196C

AWS A5.9 min. 550 min. 35
EN ISO 14343 min. 350 min. 550 min. 30
Example 362 599 40 210 70
Approvals

JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

T-308LSi

For austenite stainless steel (Low carbon, 18%Cr-8%Ni STS)

Classifications

EN ISO 14343-A:2017 W 199 L Si AWS A5.9:2012  ER308LSi
EN ISO 14343-B:2017 SS 308LSi JIS 7 3321:2013  YS308LSi
Description

« TIG welding of 18%Cr-8%Ni austenite stainless steels. (AISI STS 301, 302, 304)
« A various application of the petrochemical , nuclear power plant appratuese.

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.01 0.85 1.68 9.89 19.63
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -1961
AWS A5.9 min. 520 min. 35
EN ISO 14343 min. 320 min. 510 min. 25
Example 472 538 47 174 98
Approvals

CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
KISWEL



1-309

For austenite stainless steel (Dissimilar steels)

Classifications

EN ISO 14343-A:2017 W22 12 H KS D 3696:2016  STSY309
EN ISO 14343-B:2017 SS 309 JIS Z3321:2013  YS309
AWS A5.9:2012 ER309

Description

* TIG welding of 22%Cr-12%Ni STS and dissimilar steels such as 304L to mild steels or low alloy steels.
« Avarious application of petrochemical and fiber industrial appratuese.

Typical chemical composition of wire (%)

c Si Mn Ni Cr

0.05 042 156 13.09 23.12

Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -196°C

AWS A5.9 min. 550 min. 30
EN ISO 14343 min. 350 min. 550 min. 25
Example 452 573 45 184 38
Approvals

JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

T-309L

For austenite stainless steel (Low carbon, Dissimilar steels)

Classifications

EN ISO 14343-A:2017 W 2312L KS D 3696:2016  STSY309L
EN ISO 14343-B:2017 SS 309L JIS Z3321:2013  YS309L
AWS A5.9:2012 ER309L

Description

+ TIG welding of 22%Cr-12%Ni STS and dissimilar steels such as 304L to mild steels or low alloy steels.
» Avarious application of petrochemical and fiber industrial appratuese.

Typical chemical composition of wire (%)

c Si Mn Ni Cr
0.01 0.45 1.64 13.78 23.09
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) ot -196°C

SA5.9 min. 520 min. 30
EN ISO 14343 min. 320 min. 510 min. 25
Example 445 568 42 130 52
Approvals

BV, DNV, LR, KR, RS, JIS, CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
m KISWEL



T-309LSi

For austenite stainless steel (Low carbon, Dissimilar steels)

Classifications

EN ISO 14343-A:2017 W 23 12 L Si AWS A5.9:2012  ER309LSi
EN ISO 14343-B:2017 SS 309LSi JIS Z3321:2013  YS309LSi
Description

* TIG welding of 22%Cr-12%Ni STS and dissimilar steels such as 304L to mild steels or low alloy steels.
« Avarious application of petrochemical and fiber industrial appratuese.

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.01 0.91 1.86 13.62 23.07
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c
AWS A5.9 min. 520 min. 30
EN ISO 14343 min. 320 min. 510 min. 25
Example 410 520 42 120
Approvals

JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

T-309LMo

For austenite stainless steel (22%Cr-12%Ni-Mo STS)

Classifications

EN ISO 14343-A:2017 W 23122L AWS A5.9:2012  ER309LMo
EN ISO 14343-B:2017 SS 309LMo JIS 73321:2013  YS309LMo
Description

« TIG welding of 22%Cr-12%Ni-2%Mo austenite stainless steels.
« Avarious application of the petrochemical plant appratuese.

Typical chemical composition of wire (%)
c si Mn Ni Cr Mo

0.01 0.45 151 14.62 21,59 2.60
Typical mechanical properties of all-weld-metal

Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -196C
EN ISO 14343 min. 350 min. 550 min. 25
Example 420 660 33 92 89

Approvals
JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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T-310

For austenite stainless steel (25%Cr-20%Ni STS)

Classifications

EN1SO 14343-A:2017 W 25 20
ENISO 14343-B:2017 SS 310
AWS A5.9:2012 ER310

Description

KS D 3696:2016  STSY310
JIS 23321:2013  YS310

« TIG welding of 25%Cr-20%Ni austenite stainless steels. (AISI 310S, SCS 18, SCh 21, 22, SUH 310)

« Avarious application of petrochemical and fiber industrial appratuese.
Typical chemical composition of wire (%)

o Si Mn Ni Cr
0.10 0.41 1.60 20.84 26.74
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c
AWS A5.9 min. 550 min. 30
EN ISO 14343 min. 350 min. 550 min. 20
Example 370 570 35 120
Approvals

JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

T-312

For austenite stainless steel (Dissimilar steels)

Classifications

EN 1SO 14343-A:2017 W 299
ENISO 14343-B:2017 SS 312
AWS A5.9:2012 ER312

Description

KS D 3696:2016  STSY312
JIS 73321:2013  YS312

+ TIG welding of 29%Cr-9%Ni STS and dissimilar steels such as 304L to mild steels or low alloy steels.

« Avarious application to high, low carbon steel and cald welding.

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.1 0.41 1.81 8.92 30.63
Typical mechanical properties of all-weld-metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.9 min. 660 min. 22

EN ISO 14343 min. 450 min. 650 min. 15
Example 480 790 25

Approvals

JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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T-316

For austenite stainless steel (18%Cr-12%Ni-Mo STS)

Classifications

EN ISO 14343-B:2017 SS 316 KS D 3696:2016  STSY316
AWS A5.9:2012 ER316 JIS Z3321:2013  YS316
Description

« TIG welding of 18%Cr-12%Ni-2%Mo austenite stainless steels. (AISI STS 316)
+ Avarious application of the petrochemical industrial appratuese.

Typical chemical composition of wire (%)
c si Mn Ni Cr Mo

0.04 0.44 1.60 12.17 19.22 2.26
Typical mechanical properties of all-weld-metal

Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -196°C
AWS A5.9 min. 520 min. 30
EN ISO 14343 min. 320 min. 510 min. 25
Example 456 559 51 187 76

Approvals
JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

For austenite stainless steel (Low carbon, 18%Cr-12%Ni-Mo STS)

Classifications

EN ISO 14343-A:2017 W 19123 L KS D 3696:2016 ~ STSY316L
EN ISO 14343-B:2017 SS 316L JIS 73321:2013  YS316L
AWS A5.9:2012 ER316L

Description

* TIG welding of 18%Cr-12%Ni-2%Mo austenite stainless steels. (AISI STS 316, 316L)
« A various application of chemical plant, fiber and paper inductrial appratuese.
» WRC 1992 FN 3~8 (Chemical Composition of wire, If required)

Typical chemical composition of wire (%)

o Si Mn Ni Cr Mo
0.02 0.40 173 11.17 18.15 2.22
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -196°C
AWS A5.9 min. 490 min. 30
EN ISO 14343 min. 320 min. 510 min. 25
Example 430 560 40 150 45

Approvals

ABS, BV, DNV, LR, KR, RS, CE, TUV, JIS  # Please refer to our homepage(www.kiswel.com| for further detailed information regarding approvals.
KISWEL



T-316H

For austenite stainless steel (18%Cr-12%Ni-Mo STS)

Classifications

EN ISO 14343-A:2017 W 19123 H AWS A5.9:2012  ER316H
EN ISO 14343-B:2017 SS 316H JIS Z3321:2013  YS316H
Description

* TIG welding of 18%Cr-12%Ni-2%Mo austenite stainless steels. (AISI STS 316)
+ Avarious application of the petrochemical industrial appratuese.

Typical chemical composition of wire (%)

C Si Mn Ni Cr Mo
0.04 0.44 1.60 1217 19.22 2.26
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0t -196C
AWS A5.9 min. 520 min. 30
EN ISO 14343 min. 350 min. 550 min. 25
Example 456 559 51 187 76
Approvals

JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

T-316LSi

For austenite stainless steel (Low carbon, 18%Cr-12%Ni-Mo STS)

Classifications

EN ISO 14343-A:2017 W 19 12 3L Si AWS A5.9:2012  ER316LSi
EN ISO 14343-B:2017 SS 316LSi JIS 73321:2013  YS316LSi
Description

* TIG welding of 18%Cr-12%Ni-2%Mo austenite stainless steels. (AISI STS 316, 316L)
« Avarious application of the petrochemical industrial appratuese.

Typical chemical composition of wire (%)

C Si Mn Ni Cr Mo

0.01 0.87 1.55 11.57 18.58 2.54

Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0t -1961

AWS A5.9 min. 490 min. 30
EN ISO 14343 min. 320 min. 510 min. 25
Example 494 647 44 154 78
Approvals

JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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T-317L

For austenite stainless steel (Low carbon, 20%Cr-14%Ni-Mo STS)

Classifications

EN ISO 14343-A:2017 W 18153 L KS D 3696:2016  STSY317L
EN ISO 14343-B:2017 SS 317L JIS Z3321:2013  YS317L
AWS A5.9:2012 ER317L

Description

« TIG welding of 20%Cr-14%Ni-3.5Mo austenite stainless steels. (AISI STS 316, 316L, 317)
« Avarious application of the petrochemical industrial appraturese used in acid atmosphere.

Typical chemical composition of wire (%)

C Si Mn Ni Cr Mo

0.01 0.38 1.63 1352 19.06 3.09

Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -196C

AWS A5.9 min. 520 min. 30
EN IS0 14343 min. 300 min. 480 min. 25
Example 380 560 34 150 50
Approvals

JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

1-347

For austenite stainless steel (Low Carbon, 20%Cr-10%Ni-Nb STS)

Classifications

EN ISO 14343-A:2017 W 199 Nb KS D 3696:2016  STSY347
EN ISO 14343-B:2017 SS 347 JIS Z3321:2013  YS347
AWS A5.9:2012 ER347

Description

« TIG welding of 20%Cr-10%Ni-Nb austenite stainless steels. (AISI STS 347, 321)
« Avarious application of chemical plant industrial appratuese.

Typical chemical composition of wire (%)

C Si Mn Ni Cr Nb+Ta
0.05 0.40 1.55 9.03 19.04 0.68
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -196C
AWS A5.9 min. 520 min. 30
EN ISO 14343 min. 350 min. 550 min. 25
Example 513 704 33 105 19

Approvals
JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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T-385

For STS 904L (20%Cr-25%Ni-5%Mo STS)

Classifications

EN ISO 14343-A:2009 W 20255 Cu L AWS A5.9:2012  ER385
EN ISO 14343-B:2009 SS 385 JIS Z3321:2013  YS385
Description

 TIG rod used in environments requiring sulfuric acid and pitting resistance.
« It also has good oxidiation resistance and high temperature strength.

Typical chemical composition of wire (%)

C Si Mn Ni Cr Mo Cu
0.01 0.34 157 25.8 20.0 4.3 15

Typical mechanical properties of all-weld-metal

Y.S TS El. vV (J)
(MPa) (MPa) (%) 0c -196°c
AWS A5.9 min. 520 min. 30
EN ISO 14343 min. 320 min. 510 min. 25
Example 472 588 45.6 110 75

T-410

For martensite stainless steel (Low Carbon,12%Cr STS)

Classifications

EN ISO 14343-A:2017 W 13 KS D 3696:2016  STSY410
EN ISO 14343-B:2017 SS 410 JISZ3321:2013  YS410
AWS A5.9:2012 ER410

Description

+ TIG welding of 12%Cr martensite stainless steels. (AISI STS 403, 410)

« It's used for surfacing of sealing faces of valves for gas, water and steam piping system at service
temperatures up to 450°C.

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.01 0.32 0.36 0.19 12.61
Typical mechanical properties of all-weld-metal
Y.S TS El.
(MPa) (MPa) (%) Remarks
AWS A5.9 min. 520 min. 20
EN ISO 14343 min. 250 min. 450 min. 15 PWHT
Example 270 530 37
+ PWHT : Heat to 730~760°C, for 1h, Furnace cooling down to 315°C, then air cooling.
Approvals

JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



1-420

For martensite stainless steel (12%Cr STS)

Classifications

EN ISO 14343-B:2017 SS 420 JIS Z3321:2013  YS420
AWS A5.9:2012 ER420

Description

« TIG welding of 12%Cr martensite stainless steels. (AISI 420)

« It's used for surfacing of sealing faces of valves for gas, water and steam piping system at service
temperatures up to 450°C.

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.33 0.39 0.40 0.16 12.56

Typical mechanical properties of all-weld-metal

¥S TS El. Remarks
(MPa) (MPa) (%)
EN ISO 14343 min. 250 min. 450 min. 15
Example 310 510 20 PWHT

* PWHT : Heat to 840~870°C for 2h.

T-430

For ferrite stainless steels (16%Cr STS)

Classifications

EN ISO 14343-B:2017 SS 430 KS D 3696:2016  STSY430
AWS A5.9:2012 ER430 JIS Z3321:2013  YS430
Description

« TIG welding of 16%Cr ferrite stainless steels. (AISI 409, 430Ti, 431, ASTM A176)
« It's used for automobile muffler welding.

Typical chemical composition of wire (%)

o Si Mn Ni Cr

0.01 0.32 0.39 0.24 16.67

Typical mechanical properties of all-weld-metal
Y.S TS El.
(MPa) (MPa) (%) Remarks

AWS A5.9 min. 520 min. 20
EN IS0 14343 min. 300 min. 450 min. 15 PWHT
Example 310 530 29
* PWHT : Heat to 760~790°C for 2h.
Approvals

JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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T-430LNb

For ferrite stainless steels (16%Cr-Nb STS)

Classifications
EN ISO 14343-A:2007 W 18 L Nb JIS Z3321:2013  YS430LNb

Description

+ TIG welding of 16%Cr-Nb ferrite stainless steels. (AISI 405, 410L, 429, 430, 444)
« It's used for front pipe and manifold of automobile exhaust system.

Typical chemical composition of wire (%)

C Si Mn Ni Cr Nb+Ta
0.02 0.40 0.39 0.25 18.01 0.50

Typical mechanical properties of all-weld-metal

Y.S TS EL HighTempTS HighTemp El.
(MPa) (MPa) (%) (MPa, 850C) (%, 850°C)
EN ISO 14343 min. 220 min. 410 min. 15
Example 450 19 48 45

KISWEL



M-2209

For duplex stainless steels (Low carbon, 22%Cr-9%Ni-Mo STS)

Classifications

EN ISO 14343-A:2017 G2293NL AWS A5.9:2012  ER2209
EN ISO 14343-B:2017 SS 2209 JIS Z3321:2013  YS2209
Description

» MIG welding of 22%Cr-9%Ni-3%Mo duplex stainless steels. (UNS S31803, STS 329J1, 329J2L)
« Avarious application of the petrochemical offshore structure and distilling apparatuses.

Typical chemical composition of wire (%)

c Si Mn Ni Ccr Mo
0.01 0.40 1.67 8.70 22.70 3.10
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) -46C
AWS A5.9 min. 690 min. 20
EN IS0 14343 min. 450 min. 550 min. 20
Example 580 840 28 110
Approvals

JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

M-2594

For Super duplex stainless steels (25%Cr-9%Ni-4%Mo STS)

Classifications

EN ISO 14343-A:2017 G2594NL AWS A5.9:2012  ER2594
EN ISO 14343-B:2017 SS 2594 JIS Z3321:2013  YS329J4L
Description

» MIG welding of 25%Cr-9%Ni-4%Mo duplex stainless steels. (UNS $32750, S32760, S32550, S31260)
« Avarious application of the petrochemical offshore structure and distilling apparatuses.

Typical chemical composition of wire (%)

c Si Mn Ni Cr Mo PREN
0.02 0.42 0.66 9.18 25.06 3.88 4
Typical mechanical properties of all-weld-metal
YS TS El. IV (J)
(MPa) (MPa) (%) RT -46C
AWS A5.9 min. 760 min. 15
EN IS0 14343 min. 550 min. 620 min. 18
Example 726 875 23 110 75
Approvals

JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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M-307Si

For austenite stainless steel (18%Cr-8%Ni STS)

Classifications
EN ISO 14343-A:2017 G 18 8 Mn

Description

» MIG welding of 18%Cr-8%Ni-7%Mn austenite stainless steels.
« It used for disiimilar steel such as austenitic manganese steel to carbon steel forgings.

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.07 0.64 6.79 8.91 18.79

Typical mechanical properties of all-weld-metal

Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -40°c
ENISO 14343 min. 350 min. 500 min. 25
Example 436 619 42 m 77

Approvals
CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

M-308

For austenite stainless steel (18%Cr-8%Ni STS)

Classifications

EN ISO 14343-B:2017 SS 308 KS D 3696:2016  STSY308
AWS A5.9:2012 ER308 JIS 73321:2013  YS308
Description

» MIG welding of 18%Cr-8%Ni austenite stainless steels. (AISI STS 301, 302, 304)
« Avarious application of the petrochemical , flesh water, medicine and fertilizer industrial apparatuses.

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.04 0.47 1.61 9.57 19.87
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0t -105¢C

AWS A5.9 min. 550 min. 35

EN ISO 14343 min. 350 min. 550 min. 25

Example 369 573 40 109 68

Approvals
JIS = Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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M-308L

For austenite stainless steel (Low carbon, 18%Cr-8%Ni STS)

Classifications

EN ISO 14343-A:2017 G199L KS D 3696:2016  STSY308L
EN ISO 14343-B:2017 SS 308L JIS Z3321:2013  YS308L
AWS A5.9:2012 ER308L

Description

» MIG welding of 18%Cr-8%Ni austenite stainless steels. (AISI STS 301, 302, 304)
« Avarious application of the petrochemical , nuclear power plant appratuese.
» WRC 1992 FN 3~8 (Chemical Composition of wire, If required)

Typical chemical composition of wire (%)

C Si Mn Ni Cr

0.01 0.49 175 9.64 19.63

Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -196C

AWS A5.9 min. 520 min. 35
EN ISO 14343 min. 320 min. 510 min. 25
Example 331 618 40 102 51
Approvals

TUV, DB, JIS, CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

M-308H

For austenite stainless steel (18%Cr-8%Ni STS)

Classifications

EN ISO 14343-A:2017 G199 H AWS A5.9:2012  ER308H
EN ISO 14343-B:2017 SS 308H JIS 73321:2013  YS308H
Description

« MIG welding of 18%Cr-8%Ni austenite stainless steels. (AISI STS 304H)
« Avarious application of the petrochemical, flesh water, medicine and fertilizer industrial apparatuses.

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.05 0.42 2.06 9.70 19.90
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -105%C
AWS A5.9 min. 550 min. 35
EN ISO 14343 min. 350 min. 550 min. 30
Example 369 573 40 109 68
Approvals

JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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M-308LSi

For austenite stainless steel (Low carbon, 18%Cr-8%Ni STS)

Classifications

EN ISO 14343-A:2017 G 199L Si AWS A5.9:2012  ER308LSi
EN ISO 14343-B:2017 SS 308LSi JIS Z3321:2013  YS308LSi
Description

» MIG welding of 18%Cr-8%Ni austenite stainless steels. (AISI STS 301, 302, 304)
» Avarious application of the petrochemical, nuclear power plant appratuese.

Typical chemical composition of wire (%)

c Si Mn Ni Cr
0.01 0.85 1.68 9.89 19.63
Typical mechanical properties of all-weld-metal
Y.S TS El. v (J)
(MPa) (MPa) (%) 0T -196°C
AWS A5.9 min. 520 min. 35
EN IS0 14343 min. 320 min. 510 min. 25
Example 390 580 43 180 80
Approvals

TUV, DB, CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

M-309

For austenite stainless steel (Dissimilar steels)

Classifications

EN ISO 14343-A:2017 G 22 12 H KS D 3696:2016  STSY309
EN ISO 14343-B:2017 SS 309 JIS 73321:2013  YS309
AWS A5.9:2012 ER309

Description

+ MIG welding of 22%Cr-12%Ni STS and dissimilar steels such as 304L to mild steels or low alloy steels.
« Avarious application of petrochemical and fiber industrial appratuese.

Typical chemical composition of wire (%)

c Si Mn Ni Cr
0.05 0.42 1.55 13.29 23.12
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0t -196°C
AWS A5.9 min. 550 min. 30
EN ISO 14343 min. 350 min. 550 min. 25
Example 366 570 37 93 32
Approvals

BV, JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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M-309L

For austenite stainless steel (Low carbon, Dissimilar steels)

Classifications

EN ISO 14343-A:2017 G2312L KS D 3696:2016  STSY309L
EN ISO 14343-B:2017 SS 309L JIS Z3321:2013  YS309L
AWS A5.9:2012 ER309L

Description

» MIG welding of 22%Cr-12%Ni STS and dissimilar steels such as 304L to mild steels or low alloy steels.
« Avarious application of petrochemical and fiber industrial appratuese.

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.01 0.45 1.64 13.78 23.09
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -196°C
AWS A5.9 min. 520 min. 30
EN ISO 14343 min. 320 min. 510 min. 25
Example 400 588 38 90 43
Approvals

BV, TUV, DB, JIS, CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

M-309LSi

For austenite stainless steel (Low carbon, Dissimilar steels)

Classifications

EN ISO 14343-A:2017 G 2312 L Si AWS A5.9:2012  ER309LSi
EN ISO 14343-B:2017 SS 309LSi JIS 73321:2013  YS309LSi
Description

» MIG welding of 22%Cr-12%Ni STS and dissimilar steels such as 304L to mild steels or low alloy steels.
« Avarious application of petrochemical and fiber industrial appratuese.

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.01 0.91 1.86 13.62 23.07
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -196C
AWS A5.9 min. 520 min. 30
EN ISO 14343 min. 320 min. 510 min. 25
Example 435 609 39 14 56
Approvals

TUV, DB, JIS, CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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M-309LMo

For austenite stainless steel (22%Cr-12%Ni-Mo STS)

Classifications

EN IS0 14343-A:2017 G23122L AWS A5.9:2012  ER309LMo
EN ISO 14343-B:2017 SS 309LMo JIS Z3321:2013  YS309LMo
Description

+ MIG welding of 22%Cr-12%Ni-2%Mo austenite stainless steels.
« Avarious application of the petrochemical plant appratuese.
Typical chemical composition of wire (%)

C Si Mn Ni Cr Mo
0.01 0.45 1.51 14.62 2159 2.60

Typical mechanical properties of all-weld-metal

Y.S TS El V()
(MPa) (MPa) (%) ot -196C
EN SO 14343 min. 350 min. 550 min. 25
Example 420 660 33 92 89

Approvals
JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

M-310

For austenite stainless steel (25%Cr-20%Ni STS)

Classifications

EN ISO 14343-A:2017 G 2520 KS D 3696:2016  STSY310
EN ISO 14343-B:2017 SS 310 JIS Z3321:2013  YS310
AWS A5.9:2012 ER310

Description

» MIG welding of 25%Cr-20%Ni austenite stainless steels. (AISI 310S, SCS 18, SCh 21, 22, SUH 310)
« A various application of petrochemical and fiber industrial appratuese.

Typical chemical composition of wire (%)

c Si Mn Ni Cr
0.10 0.41 1.60 20.84 26.74
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c
SA5.9 min. 550 min. 30
EN ISO 14343 min. 320 min. 550 min. 20
Example 370 600 40 110

Approvals
JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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M-312

For austenite stainless steel (29%Cr-9%Ni STS)

Classifications

EN ISO 14343-A:2017 G299 KS D 3696:2016  STSY312
EN ISO 14343-B:2017 SS 312 JIS Z3321:2013  YS312
AWS A5.9:2012 ER312

Description

» MIG welding of 29%Cr-9%Ni STS and dissimilar steels such as 304L to mild steels or low alloy steels.
« Avarious application to high, low carbon steel and cald welding.

Typical chemical composition of wire (%)

C Si Mn Ni Cr
0.1 0.41 1.81 8.92 30.63
Typical mechanical properties of all-weld-metal
Y.S TS El.
(MPa) (MPa) (%)
AWS A5.9 min. 660 min. 22
EN ISO 14343 min. 450 min. 650 min. 15
Example 730 30
Approvals

JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

M-316

For austenite stainless steel (18%Cr-12%Ni-Mo STS)

Classifications

EN ISO 14343-B:2017 SS 316 KS D 3696:2016  STSY316
AWS A5.9:2012 ER316 JIS Z3321:2013  YS316
Description

» MIG welding of 18%Cr-12%Ni-2%Mo austenite stainless steels. (AISI STS 316)
« Avarious application of the petrochemical industrial appratuese.

Typical chemical composition of wire (%)

C Si Mn Ni Cr Mo

0.04 0.44 1.60 1217 19.22 2.26

Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -1961

AWS A5.9 min. 490 min. 30
EN ISO 14343 min. 320 min. 510 min. 25
Example 402 507 40 103 45
Approvals

JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KISWEL



M-316L

For austenite stainless steel (Low carbon, 18%Cr-12%Ni-Mo STS)

Classifications

EN ISO 14343-A:2017 G19123L KS D 3696:2016 ~ STSY316L
EN ISO 14343-B:2017 SS 316L JIS Z3321:2013  YS316L
AWS A5.9:2012 ER316L

Description

» MIG welding of 18%Cr-12%Ni-2%Mo austenite stainless steels. (AISI STS 316)
« Avarious application of the petrochemical industrial appratuese.
» WRC 1992 FN 3~8 (Chemical Composition of wire, If required)

Typical chemical composition of wire (%)

o Si Mn Ni Cr Mo

0.02 0.51 1.61 11.81 18.78 2.49

Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -196C

AWS A5.9 min. 490 min. 30
EN ISO 14343 min. 320 min. 510 min. 25
Example 394 556 4 13 62
Approvals

BV, DNV, KR, CE, TUV, DB, JIS  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

M-316H

For austenite stainless steel (18%Cr-12%Ni-Mo STS)

Classifications

EN ISO 14343-A:2017 G 19123 H AWS A5.9:2012  ER316H
EN ISO 14343-B:2017 SS 316H JIS 73321:2013  YS316H
Description

» MIG welding of 18%Cr-12%Ni-2%Mo austenite stainless steels. (AISI STS 316)
« Avarious application of the petrochemical industrial appratuese.

Typical chemical composition of wire (%)

C Si Mn Ni Cr Mo

0.04 0.44 1.60 1217 19.22 2.26

Typical mechanical properties of all-weld-metal
YS TS El. IV (J)
(MPa) (MPa) (%) 0t -196°C

AWS A5.9 min. 520 min. 30
EN ISO 14343 min. 350 min. 550 min. 25
Example 402 571 40 104 45
Approvals

JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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M-316LSi

For austenite stainless steel (Low carbon, 18%Cr-12%Ni-Mo STS)

Classifications

EN ISO 14343-A:2017 G 19123LSi AWS A5.9:2012  ER316LSi
EN ISO 14343-B:2017 SS 316LSi JIS Z3321:2013  YS316LSi
Description

» MIG welding of 18%Cr-12%Ni-2%Mo austenite stainless steels. (AISI STS 316, 316L)
» Avarious application of chemical plant, fiber and paper inductrial appratuese.

Typical chemical composition of wire (%)

c Si Mn Ni Cr Mo
0.01 0.87 155 1157 18.58 254
Typical mechanical properties of all-weld-metal
YS TS El. IV (J)
(MPa) (MPa) (%) 0c -196C

AWS A5.9 min. 490 min. 30
EN ISO 14343 min. 320 min. 510 min. 25
Example 432 613 37 127 57
Approvals

ABS, JIS, CE, TUV, DB * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

M-317L

For austenite stainless steel (Low carbon, 20%Cr-14%Ni-Mo STS)

Classifications

EN ISO 14343-A:2017 G18153L KS D 3696:2016 ~ STSY317L
EN ISO 14343-B:2017 SS 317L JISZ3321:2013  YS317L
AWS A5.9:2012 ER317L

Description

« MIG welding of 20%Cr-14%Ni-3.5Mo austenite stainless steels. (AISI STS 316, 316L, 317)
« A various application of the petrochemical industrial appraturese used in acid atmosphere.

Typical chemical composition of wire (%)

C Si Mn Ni Cr Mo

0.01 0.38 1.63 13.52 19.06 3.09

Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -196°C

AWS A5.9 min. 520 min. 30
EN ISO 14343 min. 300 min. 480 min. 25
Example 403 589 39 98 30
Approvals

JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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M-347

For austenite stainless steel (Low Carbon, 20%Cr-10%Ni-Nb STS)

Classifications

EN ISO 14343-A:2017 G 199 Nb KS D 3696:2016  STSY347
EN ISO 14343-B:2017 SS 347 JIS Z3321:2013  YS347
AWS A5.9:2012 ER347

Description

» MIG welding of 20%Cr-10%Ni-Nb austenite stainless steels. (AISI STS 347, 321)
« Avarious application of chemical plant industrial appratuese.

Typical chemical composition of wire (%)

C Si Mn Ni Cr Nb+Ta
0.05 0.40 1.55 9.03 19.04 0.68
Typical mechanical properties of all-weld-metal
Y.S TS El. IV (J)
(MPa) (MPa) (%) ot -196°C
AWS A5.9 min. 520 min. 30
EN IS0 14343 min. 350 min. 550 min. 25
Example 467 674 40 123 31
Approvals

JIS, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

M-385

For austenite stainless steel (STS 904L, 20%Cr-25%Ni-5%Mo)

Classifications

EN ISO 14343-A:2009 G 20 255 Cu L AWS A5.9:2012  ER385
EN ISO 14343-B:2009 SS 385 JIS Z3321:2013  YS385
Description

» As a welding material with improved sulfuric acid and pitting resistance used in the petrochemical
industry, it has excellent oxidation resistance and high temperature strength. (STS 904L, STS 317L)

Typical chemical composition of wire (%)

C Si Mn Ni Cr Mo Cu
0.01 0.34 157 25.8 20.0 43 15

Typical mechanical properties of all-weld-metal

Y.S TS El. IV (J)
(MPa) (MPa) (%) 0c -196C
AWS Ab.9 min. 520 min. 30
EN ISO 14343 min. 320 min. 510 min. 25
Example 388 582 42.2 233 148
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M-410

For martensite stainless steel (Low Carbon,12%Cr STS)

Classifications

EN ISO 14343-A:2017 G 13 KS D 3696:2016 ~ STSY410
EN ISO 14343-B:2017 SS 410 JIS Z3321:2013  YS410
AWS A5.9:2012 ER410

Description

» MIG welding of 12%Cr martensite stainless steels. (AISI STS 403, 410)
« It's used for surfacing of sealing faces of valves for gas, water and steam piping system at service
temperatures up to 450°C.

Typical chemical composition of wire (%)

C Si Mn Ni Cr

0.01 0.32 0.36 0.19 12.61

Typical mechanical properties of all-weld-metal
Y.S TS El.
(MPa) (MPa) (%) Remarks

AWS Ab5.9 min. 520 min. 20
EN ISO 14343 min. 250 min. 450 min. 15 PWHT
Example 540 35
* PWHT : Heat to 730~760°C, for 1h, Furnace cooling down to 315°C, then air cooling

Approvals
JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

For martensite stainless steel (12%Cr STS)

Classifications

EN ISO 14343-B:2017 SS 420 JIS Z3321:2013  YS420
AWS A5.9:2012 ER420

Description

» MIG welding of 12%Cr martensite stainless steels. (AISI 420)
« It's used for surfacing of sealing faces of valves for gas, water and steam piping system at service
temperatures up to 450°C.

Typical chemical composition of wire (%)
C Si Mn Ni Cr

0.33 0.39 0.40 0.16 12.56

Typical mechanical properties of all-weld-metal

¥S IS El Remarks
(MPa) (MPa) (%)
EN ISO 14343 min. 250 min. 450 min. 15
Example 510 20 PWHT

* PWHT : Heat to 840~870°C, for 2h, Furnace cooling down to 600°C, then air cooling.
KISWEL



M-430

For ferrite stainless steels (16%Cr STS)

Classifications

EN ISO 14343-B:2017 SS 430 KS D 3696:2016  STSY430
AWS A5.9:2012 ER430 JIS Z3321:2013  YS430
Description

» MIG welding of 16%Cr ferrite stainless steels. (AISI 409, 430Ti, 431, ASTM A176)
« It's used for automobile muffler welding.

Typical chemical composition of wire (%)

C Si Mn Ni Cr

0.01 0.32 0.39 0.24 16.67

Typical mechanical properties of all-weld-metal
Y.S TS El.
{MPa) {MPa) (%) Remarks

AWS A5.9 min. 520 min. 20
EN ISO 14343 min. 250 min. 450 min. 15 PWHT
Example 310 510 35
+ PWHT : Heat to 760~790°C, for 2h Furnace cooling down to 600°C, then air cooling.
Approvals

JIS * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

M-430LNb

For ferrite stainless steels (16%Cr-Nb STS)

Classifications
EN ISO 14343-A:2017 G 18 L Nb JIS Z3321:2013  YS430LNb

Description

« TIG welding of 16%Cr-Nb ferrite stainless steels. (AISI 405, 410L, 429, 430, 444)
« It's used for front pipe and manifold of automobile exhaust system.

Typical chemical composition of wire (%)

C Si Mn Ni Cr Nb+Ta
0.02 0.40 0.39 0.25 18.01 0.50

Typical mechanical properties of all-weld-metal

Y.S TS El. HighTempTS HighTemp El.
(MPa) (MPa) (%) (MPa, 850C) (%, 850C)
EN ISO 14343 min. 220 min. 410 min. 15 48 5
Example 437 547 15
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Submerged Arc
Welding Consumables

FOR HIGH TENSILE STRENGTH STEEL
FOR LOW TEMPERATURE SERVICE STEEL
FOR HEAT-RESISTING STEEL

FOR STAINLESS STEEL

qFUR HARDFACING STEEL
="







SAW Consumables

EF-100xKD-50

For mild steel and 490MPa steel

Classifications
* Sub-arc flux + SAW solid wire
EN ISO 14174-2012 SARS 181AC ENISO 14171-2016  S4
« Flux/ Wire-combination AWS A5.17-97(R2007) EH14

ENISO 14171-2016 S 46 0 RS S4
AWS A5.17-97(R2007) F7A(P)0-EH14
KS B1SO 14171-2014 S 46 0 RS S4
JIS Z 3183-2012 S502-H

Description

« Single and multi-layer welding of H-beams, spiral pipes, machinery, bridges and structural steels.
+ Bead appearance and slag removal are excellent under higher welding speed with low current.

« Good resistance to porosity on rust and primer.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

Typical chemical composition of all-weld metal (%)
c si Mn P S

0.09 0.47 1.25 0.023 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -0c -18¢
AWS A5.17 min. 400 480~660 min. 22 >27
ENISO 14171 min. 460 530~680 min. 20 >47
Example 530 600 29 80 60 AW

* AW : As-Welded

Approvals

ABS, BV, DNV, LR, KR, NK, CCS
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-100xKD-EH12K

For mild steel and 490MPa steel

Classifications
« Sub-arc flux « SAW solid wire

ENISO 14174-2012  SARS 181AC ENISO 14171-2016  S3Si
« Flux/ Wire-combination AWS A5.17-97(R2007) EH12K

ENISO 14171-2016 S 46 ZRS S3Si
AWS A5.17-97(R2007) F7A(P)Z-EH12K
KS B1SO 14171-2014 S 46 Z RS S3Si
JIS Z 3183-2012 S501-H

Description

+ Single and multi-layer welding of structural steels, pipes and general fabrications.

+ Bead appearance and slag removal are excellent under higher welding speed with low current.
« Good resistance to porosity on rust and primer.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

* Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)
c Si Mn P S

0.06 0.75 110 0.022 0.010

Typical mechanical properties of all-weld metal

Y.S TS El. vV {J) Remarks
(MPa) (MPa) (%) +20C -0c
AWS A5.17 min. 400 480~660 min. 22
EN SO 14171 min. 460 530~680 min. 20
Example 550 610 27 80 50 AW

* AW : As-Welded

KISWEL



SAW Consumables

EF-100HxKD-50

For mild steel and 490MPa steel

Classifications
* Sub-arc flux + SAW solid wire
EN SO 14174-2012 SAAB172AC ENISO 14171-2016  S4
« Flux/ Wire-combination AWS A5.17-97(R2007) EH14

ENSO 14171-2016 S 46 3AB S4
AWS A5.17-97(R2007) F7A(P)2-EH14
KS B1SO 14171-2014 S 46 3AB S4
JIS Z 3183-2012 S502-H

Description

+ Single and multi-layer welding of ship buildings, bridges, structural steels and other fabrications.
« Excellent impact tougheness and crack resistibility.

+ Outstanding welding characteristics and bead profile.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (3%)
c Si Mn P S

0.09 0.29 1.42 0.025 0.01

Typical mechanical properties of all-weld metal

Y.S TS El. vV (J) Remarks
(MPa) (MPa) (%) -29C -30C
AWS A5.17 min. 400 480~660 min. 22 227
EN1SO 14171 min. 460 530~680 min. 20 247
Example 560 605 28 100 100 AW

* AW : As-Welded

Approvals

ABS, BV, DNV, LR, KR, NK, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-100HxKD-EH12K

For mild steel and 490MPa steel

Classifications

* Sub-arc flux
ENISO 14174-2012 SAAB172AC
* Flux/ Wire-combination
ENISO 14171-2016 S 46 3 AB S3Si
AWS Ab.17-97(R2007) F7A(P)2-EH12K
KS B ISO 14171-2014 S 46 3 AB S3Si
JIS Z 3183-2012 S502-H

Description

+ SAW solid wire
ENISO 14171-2016 ~ S3Si
AWS A5.17-97(R2007) EH12K

+ Single and multi-layer welding of pipes, ships, machinery, boilers, bridges and structural steels.

* Excellent impact tougheness and crac

k resistibility.

+ Outstanding welding characteristics and bead profile.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.
oor bead appearance.

* Excessive flux height may bring out p

Typical chemical composition of all-weld metal (%)

c Si Mn P S
0.06 0.48 133 0.024 0.009
Typical mechanical properties of all-weld metal
YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -20C -29C
AWS A5.17 min. 400 480~660 min. 22 >27
EN IS0 14171 min. 460 530~680 min. 20 >47
Example 540 590 30 100 70 AW

* AW : As-Welded

KISWEL



SAW Consumables

EF-100SxKD-42

For mild steel and 490MPa steel

Classifications
* Sub-arc flux + SAW solid wire
EN SO 14174-2012 SAAB 177 AC ENISO 14171-2016 ~ S2Si
« Flux/ Wire-combination AWS A5.17-97(R2007) EM12K

ENISO 14171-2016 S 46 2 AB S2Si
AWS A5.17-97(R2007) F7A(P)2-EM12K
KS B1SO 14171-2014 S 46 2 AB S2Si
JIS Z 3183-2012 S502-H

Description

Active flux for limited pass welding of ship buildings, steel frames, structures and bridges.
Bead appearance and slag removal are excellent under higher welding speed with low current.
Good resistance to porosity on rust and primer.

High speed on dirty plate.

Applicable to both AC and DC(+).

Redry the flux at 250~350°C for 60 minutes before use.

Add new flux periodically when continuously reusing the flux.

Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (3%)
c Si Mn P S

0.05 0.55 1.60 0.025 0.012

Typical mechanical properties of all-weld metal

Y.S TS El vV (J) Remarks
(MPa) (MPa) (%) -20C -29C
AWS A5.17 min. 400 480~660 min. 22 227
EN1SO 14171 min. 460 530~680 min. 20 >47
Example 545 600 29 70 50 AW

* AW : As-Welded

Approvals

ABS, BV, DNV, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-100SxKD-41/KD-43

For mild steel and 490MPa steel

Classifications
« Sub-arc flux « SAW solid wire
EN ISO 14174-2012  SAAB 177 AC ENISO 141712016 S1/SZ
« Flux/ Wire-combination AWS A5.17-97(R2007) EL12 /EM13K

EN SO 14171-2016  S420ABS1/S462ABSZ
AWS A5.17-97(R2007) F7A0-EL12/F7A(P)0-EM13K
KS B1SO 14172014 S420ABS1/S462ABSZ
JIS Z 3183-2012 S502-H

Description

« Active flux for limited pass welding of ship buildings, steel frames, structures and bridges.

+ Bead appearance and slag removal are excellent under higher welding speed with low current.
« Good resistance to porosity on rust and primer.

+ High speed on dirty plate.

« Applicable to both AC and DC(+).

« Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

» Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)

Wire C Si Mn P S
KD-41 0.04 0.37 1.10 0.021 0.014
KD-43 0.04 0.80 1.65 0.022 0.012

Typical mechanical properties of all-weld metal

Wire Y.S TS El. Charpy V-notch AWS
(MPa) (MPa) (%) Temp. ()  Vaule (J) Classification
KD-41 450 530 30 -18 60 A5.17 : FTA0-EL12
KD-43 560 610 28 -18 70 A5.17 : F7A(P)0-EM13K

KISWEL



SAW Consumables

EF-100SBxKD-50

For mild steel and 490MPa steel

Classifications

+ SAW solid wire
ENISO 14171-2016  S4
AWS A5.17-97(R2007) EH14

* Sub-arc flux
EN ISO 14174-2012  SAAB 166 AC
* Flux/ Wire-combination
ENISO 14171-2016 S 46 3AB S4
AWS A5.17-97(R2007) F7A2-EH14
KS B ISO 14171-2014 S 46 3AB S4
JIS Z 3183-2012 S502-H

Description

+ Single and multi-layer welding of ship buildings, bridges, structural steels and other fabrications.
« Excellent impact tougheness and crack resistibility.

+ Outstanding welding characteristics and bead profile.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (3%)
c Si Mn P S

0.08 0.23 170 0.014 0.018

Typical mechanical properties of all-weld metal

Y.S TS El. vV (J) Remarks
(MPa) (MPa) (%) -29C -30C
AWS A5.17 min. 400 480~660 min. 22 227
EN1SO 14171 min. 460 530~680 min. 20 247
Example 568 608 29 100 100 AW

* AW : As-Welded
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SAW Consumables

EF-200xKD-40(41)

For mild steel and 490MPa steel

Classifications
* Sub-arc flux + SAW solid wire
ENISO 14174-2012  SAAB169AC ENISO 14171-2016  SZ (S1)
« Flux/ Wire-combination AWS A5.17-97(R2007) EL8(EL12)

ENISO 14171-2016 S 424 AB SZ(S1)
AWS A5.17-97(R2007) F7A(P)4-EL8(EL12)
KS BISO 14171-2014 S 424 AB SZ (S1)
JIS Z 3183-2012 S502-H

Description

+ Active flux for limited pass welding of ship buildings, bridges, structural steels and general fabrications.
« Excellent impact tougheness and crack resistibility.

« Applicable to one-side welding.

« Suitable for welding of thick plate in both side single-layer welding.

« Applicable to both AC and DC(+).

« Redry the flux at 250~350°C for 60 minutes before use.

* Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)

C Si Mn P S
0.06 0.28 1.50 0.024 0.012

Typical mechanical properties of all-weld metal

Y.S TS El. vV {J) Remarks
(MPa) (MPa) (%) -30C -40c
AWS A5.17 min. 400 480~660 min. 22 227
EN SO 14171 min. 420 500~640 min. 20 247
Example 470 550 32 100 80 AW

* AW : As-Welded

Approvals

ABS, BV, DNV, LR, KR, NK, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-200KxKD-42

For mild steel and 490MPa steel

Classifications
* Sub-arc flux + SAW solid wire
ENISO 14174-2012 SACS157AC ENISO 14171-2016  S2Si
« Flux/ Wire-combination AWS A5.17-97(R2007) EM12K

ENSO 14171-2016 S 46 5 CS S2Si
AWS A5.17-97(R2007) F7A(P)6-EM12K
KS B1SO 14171-2014 S 465 CS S2Si
JIS Z 3183-2012 S502-H

Description

« Single and multi-layer welding of ship buildings, structural steels, offshore structures and pressure vessels.
« Excellent impact tougheness and crack resistibility.

« Good resistance to porosity on rust, scales, oil and primer.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (3%)
c Si Mn P S

0.08 0.35 1.65 0.026 0.009

Typical mechanical properties of all-weld metal

Y.S TS El. vV (J) Remarks
(MPa) (MPa) (%) -50C -51C
AWS A5.17 min. 400 480~660 min. 22 227
EN1SO 14171 min. 460 530~680 min. 20 >47
Example 550 610 29 80 80 AW

* AW : As-Welded

Approvals

ABS, BV, DNV, LR, KR, NK, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-200VxKD-50

For mild steel and 490MPa steel

Classifications
* Sub-arc flux + SAW solid wire
ENISO 14174-2012 SACS153AC ENISO 14171-2016  S4
« Flux/ Wire-combination AWS A5.17-97(R2007) EH14

ENISO 14171-2016 S 465CS S4
AWS A5.17-97(R2007) F7A(P)6-EH14
KS B1SO 14171-2014 S465CS S4
JIS Z 3183-2012 S502-H

Description

« Single and multi-layer welding of ship buildings, structural steels, pressure vessels and bridges.
+ Neutral flux for multi-pass welding.

« Excellent impact tougheness at low temperature.

» Bead appearance and slag removal are excellent.

« Applicable to both AC and DC(+).

« Redry the flux at 250~350°C for 60 minutes before use.

* Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)

C Si Mn P S
0.09 0.12 170 0.025 0.008

Typical mechanical properties of all-weld metal

Y.S TS El. vV {J) Remarks
(MPa) (MPa) (%) -50C 51T
AWS A5.17 min. 400 480~660 min. 22 227
EN SO 14171 min. 460 530~680 min. 20 >47
Example 540 590 29 100 100 AW

* AW : As-Welded

Approvals

ABS, BV, DNV, LR, KR, NK, RS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-200VxKD-42

For mild steel and 490MPa steel

Classifications
* Sub-arc flux + SAW solid wire
ENISO 14174-2012 SACS153AC ENISO 14171-2016  S2Si
« Flux/ Wire-combination AWS A5.17-97(R2007) EM12K

ENSO 14171-2016 S 425 CS S2Si
AWS A5.17-97(R2007) F7A(P)6-EM12K
KS B1SO 14171-2014 S 425 CS S2Si
JIS Z 3183-2012 S502-H

Description

+ Single and multi-layer welding of machinery, pressure vessels, ship buildings and structural steels.
+ Neutral flux for multi-pass welding.

« Excellent impact tougheness at low temperature.

» Bead appearance and slag removal are excellent.

« Applicable to both AC and DC(+).

« Redry the flux at 250~350°C for 60 minutes before use.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (3%)
c Si Mn P S

0.08 0.29 1.20 0.026 0.008

Typical mechanical properties of all-weld metal

Y.S TS El. vV (J) Remarks
(MPa) (MPa) (%) -50C -51C
AWS A5.17 min. 400 480~660 min. 22 227
EN1SO 14171 min. 420 500~640 min. 20 >47
Example 460 530 31 80 80 AW

* AW : As-Welded

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-200VxKD-EH12K

For mild steel and 490MPa steel

Classifications
« Sub-arc flux « SAW solid wire
ENISO 14174-2012  SACS 153AC ENISO 14171-2016  S3Si
« Flux/ Wire-combination AWS A5.17-97(R2007) EH12K

EN SO 14171-2016 S 46 6 CS S3Si
AWS A5.17-97(R2007) F7A(P)8-EH12K
KS B1SO 14171-2014 S 46 6 CS S3Si
JIS Z 3183-2012 S502-H

Description

« Single and multi-layer welding of various kinds of structures such as offshore structures, machinery,

ship buildings, large diameter and heavy wall steel pipes.
Neutral flux for multi-pass welding.

Excellent impact tougheness at low temperature.

Bead appearance and slag removal are excellent.
Applicable to both AC and DC(+).

Redry the flux at 250~350°C for 60 minutes before use.

Typical chemical composition of all-weld metal (%)

Excessive flux height may bring out poor bead appearance.

c Si Mn P S
0.08 0.35 1.70 0.024 0.008
Typical mechanical properties of all-weld metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -60C -62°C
AWS A5.17 min. 400 480~660 min. 22 >27
EN IS0 14171 min. 460 530~680 min. 20 >47
Example 550 590 30 100 100 AW

* AW : As-Welded
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EF-200PxKD-42

For mild steel and 490MPa steel

SAW Consumables

Classifications
* Sub-arc flux + SAW solid wire
EN SO 14174-2012 SAAB 177 AC ENISO 14171-2016 ~ S2Si
« Flux/ Wire-combination AWS A5.17-97(R2007) EM12K

ENISO 14171-2016 S 42 4 AB S2Si
AWS A5.17-97(R2007) F7A4-EM12K
KS BISO 14171-2014 S 42 4 AB S2Si
JIS Z 3183-2012 S502-H

Description

« Active flux for limited pass welding of ship buildings, steel frames, structures and bridges.
+ Bead appearance and slag removal are excellent under higher welding speed with low current.

« High speed on dirty plate.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.
« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (3%)

c Si Mn P S
0.08 0.55 1.80 0.025 0.005
Typical mechanical properties of all-weld metal
YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -40C -40C
AWS A5.17 min. 400 480~660 min. 22 227
EN IS0 14171 min. 420 500~640 min. 20 >47
Example 580 630 30 60 60 AW

* AW : As-Welded
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SAW Consumables

EF-100HHxKD-50

For 520MPa/540MPa high tensile strength steel

Classifications
* Sub-arc flux + SAW solid wire
EN SO 14174-2012 SAAB172AC EN ISO 14171-2016 S4
« Flux/ Wire-combination AWS A5.23-2011  EH14

ENISO 14171-2016 S 46 3AB S4
AWS A5.23-2011 F8A2-EH14-G
KS BISO 14171-2014 S 46 3AB S4
JIS Z 3183-2012 S584-H

Description

+ Single and multi-layer welding of 520MPa/540MPa high tensile strength steels for structural steels,
pipes, H-beams, and general fabrications.

« Excellent impact tougheness and crack resistibility.

» Outstanding welding characteristics and bead profile.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

» Add new flux periodically when continuously reusing the flux.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)
c Si Mn P S

0.09 0.31 1.42 0.023 0.008

Typical mechanical properties of all-weld metal

Y.S TS El vV (J) Remarks
(MPa) (MPa) (%) -29T -30C
AWS A5.23 min. 470 550~700 min. 20 227
EN1SO 14171 min. 460 530~680 min. 20 >47
Example 570 620 26 90 90 AW

* AW : As-Welded
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SAW Consumables

EF-100xKD-60

For 560MPa high tensile strength steel

Classifications
* Sub-arc flux + SAW solid wire

EN ISO 14174-2012 SARS 181AC EN ISO 14171-2016 SZ
« Flux/ Wire-combination AWS A5.23-2011  EA3

ENISO 14171-2016 S50 ZRS SZ
AWS Ab5.23-2011 F8A(P)Z-EA3-G
KS B 1SO 14171-2014 S50 Z RS SZ
JIS Z 3183-2012 S531-H

Description

« Single and multi-layer welding of 560MPa high tensile strength steels for H-beams, spiral pipes,
machinery, bridges and structural steels.

+ Bead appearanceand slag removal are excellent under higher welding speed with low current.
» Good resistance to porosity on rust and primer.

« Applicable to both AC and DC(+)

+ Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (3%)
c Si Mn Mo P S

0.06 0.85 1.10 0.46 0.021 0.012

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) +20°C 0c
AWS A5.23 min. 470 550~700 min. 20
EN ISO 14171 min. 500 560~720 min. 18
Example 630 680 27 60 40 AW

* AW : As-Welded

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-100HxKD-60

For 560MPa high tensile strength steel

Classifications
* Sub-arc flux + SAW solid wire

EN SO 14174-2012 SAAB172AC EN ISO 14171-2016 SZ
« Flux/ Wire-combination AWS A5.23-2011  EA3

EN1SO 14171-2016 S50 3AB SZ
AWS A5.23-2011 F8A(P)4-EA3-G
KS B 1SO 14171-2014 S50 3 AB SZ
JIS Z 3183-2012 S584-H

Description

« Single and multi-layer welding of 560MPa high tensile strength steels for structural steels, pipes, ship
buildings and general fabrications.

+ Bead appearanceand slag removal are excellent under higher welding speed with low current.
» Good resistance to porosity on rust and primer.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

» Add new flux periodically when continuously reusing the flux.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)

C Si Mn Mo P S
0.06 0.35 1.50 0.47 0.022 0.012

Typical mechanical properties of all-weld metal

Y.S TS El vV (J) Remarks
(MPa) (MPa) (%) -30C -40c
AWS A5.23 min. 470 550~700 min. 20 227
EN1SO 14171 min. 500 560~720 min. 18 >47
Example 610 660 27 90 70 AW

* AW : As-Welded

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-100HxKD-EA2

For 560MPa high tensile strength steel

Classifications
* Sub-arc flux + SAW solid wire

EN SO 14174-2012 SAAB172AC EN ISO 14171-2016 S2Mo
« Flux/ Wire-combination AWS A5.23-2011  EA2

EN SO 14171-2016 S 50 3AB S2Mo
AWS Ab5.23-2011 FBA(P)4-EA2-A2
KS B 1SO 14171-2014 S 50 3 AB S2Mo
JIS Z 3183-2012 S584-H

Description

Single and multi-layer welding of 560MPa high tensile strength steels for structural steels, pipes, ship
buildings and general fabrications.

Bead appearanceand slag removal are excellent under higher welding speed with low current.

Good resistance to porosity on rust and primer.

Applicable to both AC and DC(+).

Redry the flux at 250~350°C for 60 minutes before use.

Add new flux periodically when continuously reusing the flux.

Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (5%)
c Si Mn Mo P S

0.09 0.40 1.10 0.40 0.021 0.009

Typical mechanical properties of all-weld metal

Y.S TS El. vV(J) Remarks
(MPa) (MPa) (%) -30C -40c
AWS A5.23 min. 470 550~700 min. 20 227
EN SO 14171 min. 500 560~720 min. 18 >47
Example 580 620 27 90 70 AW

* AW : As-Welded
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SAW Consumables

EF-200VxKD-60

For 560MPa high tensile strength steel

Classifications
* Sub-arc flux + SAW solid wire

EN ISO 14174-2012 SA CS 153AC EN ISO 14171-2016 SZ
« Flux/ Wire-combination AWS A5.23-2011  EA3

EN SO 14171-2016 S505CS SZ
AWS A5.23-2011 F8A(P)6-EA3-G
KS B 1SO 14171-2014 S505 CS SZ
JIS Z 3183-2012 S584-H

Description

+ Single and multi-layer welding of 560MPa high tensile strength steels for ship buildings, structural
steels, bridges and general fabrications.

Neutral flux for multi-pass welding.

Excellent impact tougheness at low temperature.

Bead appearance and slag removal are excellent.

Applicable to both AC and DC(+).

Redry the flux at 250~350°C for 60 minutes before use.

Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)

C Si Mn Mo P S
0.09 0.13 175 0.48 0.022 0.008

Typical mechanical properties of all-weld metal

Y.S TS El vV (J) Remarks
(MPa) (MPa) (%) -50C -51C
AWS A5.23 min. 470 550~700 min. 20 227
EN1SO 14171 min. 500 560~720 min. 18 >47
Example 630 670 26 80 80 AW

* AW : As-Welded

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-200VxKD-EA2

For 560MPa high tensile strength steel

Classifications
* Sub-arc flux + SAW solid wire

EN ISO 14174-2012 SA CS 153 AC EN ISO 14171-2016 S2Mo
« Flux/ Wire-combination AWS A5.23-2011  EA2

ENISO 14171-2016 S 46 5 CS S2Mo
AWS Ab5.23-2011 F8A(P)6-EA2-A2
KS B 1SO 14171-2014 S 46 5 CS S2Mo
JIS Z 3183-2012 S584-H

Description

« Single and multi-layer welding of 560MPa high tensile strength steels for large diameter and heavy wall
steel pipe, structural steels, bridges and general fabrications.

* Neutral flux for multi-pass welding.

« Excellent impact tougheness at low temperature.

+ Bead appearance and slag removal are excellent.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (3%)
c Si Mn Mo P S

0.09 0.14 1.10 0.41 0.022 0.008

Typical mechanical properties of all-weld metal

Y.S TS El vV (J) Remarks
(MPa) (MPa) (%) -50C -51C
AWS A5.23 min. 470 550~700 min. 20 227
EN1SO 14171 min. 460 530~680 min. 20 >47
Example 550 600 29 100 100 AW

* AW : As-Welded
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SAW Consumables

EF-200VxKD-Ni1K

For 560MPa high tensile strength steel

Classifications
* Sub-arc flux + SAW solid wire
EN ISO 14174-2012 SA CS 153AC EN ISO 14171-2016 SZ
« Flux/ Wire-combination AWS A5.23-2011  ENi1K

EN SO 14171-2016 S504CS SZ
AWS A5.23-2011 F8A(P)4-ENi1K-Ni1
KS B 1SO 14171-2014 S504 CS SZ

Description

« Single and multi-layer welding of machinery, pressure vessels, pipes, ship buildings and structural steels.
« Excellent impact tougheness at low temperature.

+ Bead appearance and slag removal are excellent.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)
c si Mn P s Ni

0.08 0.60 133 0.014 0.003 0.78

Typical mechanical properties of all-weld metal
Y.S TS El. IV (J)

(MPa) (MPa) (%) -40¢C agc  Remarks
AWS A5.23 min.470  550~700 min. 20 >27
EN ISO 14171 min.500  560~720 min. 18 >47
Example 590 680 2 83 83 PWHT*

* PWHT : Post Weld Heat Treatment (620°Cx1Hr.)

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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EF-200PxKD-EA2

For 560MPa high tensile strength steel

SAW Consumables

Classifications

« Sub-arc flux
EN ISO 14174-2012  SAAB 177 AC + SAW solid wire

« Flux/ Wire-combination EN ISO 14171-2016 S2Mo
ENISO 14171-2016 S 46 4 AB S2Mo AWS A5.23-2011  EA2

AWS Ab5.23-2011 F8A4-EA2-A2
KS B 1SO 14171-2014 S 46 4 AB S2Mo
JIS Z 3183-2012 S582-H

Description

« Active flux for limited pass welding of ship buildings, steel frames, structures and bridges.
+ Bead appearance and slag removal are excellent under higher welding speed with low current.

« High speed on dirty plate.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.
« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Mo

0.07 0.28 1.67 0.018 0.006 0.40

Typical mechanical properties of all-weld metal
YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -40c -40

AWS A5.23 min. 470 550~700 min. 20 227
EN IS0 14171 min. 460 530~680 min. 20 >47
Example 620 680 28 70 70 AW

* AW : As-Welded
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SAW Consumables

EF-200VxKD-100

For 690MPa high tensile strength steel

Classifications

* Sub-arc flux
EN ISO 14174-2012

* Flux/ Wire-combination
EN ISO 26304-A:2017 S624CS SZ
EN ISO 26304-B:2017 S 69A 4 CS SU N3M2
AWS A5.23-2011 F10A(P)4-EM2-G
KS B 1SO 26304-A:2016 S 62 4 CS SZ
KS B 1SO 26304-B:2016 S 69A 4 CS SU N3M2
JIS Z 3183-2012 S704-H2

SACS 153AC

Description

+ SAW solid wire
EN ISO 26304-A:2017 SZ
EN ISO 26304-B:2017 SU N3M2
AWS A5.23-2011 EM2

« Single and multi-layer welding of 690MPa high tensile strength steels for pressure vessels, bridges,

machinery and structural steels.
* Neutral flux for multi-pass welding.

« Excellent impact tougheness at low temperature.
+ Bead appearance and slag removal are excellent.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.
« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)

c Si Ni Mo
0.06 0.29 1.70 0.35
Typical mechanical properties of all-weld metal
YS TS El. IV (J) Remarks
(MPa) (MPa) (%) -30C -40C
AWS A5.23 min. 610 690~830 min. 16 >27
EN ISO 26304-A min. 620 700~890 min. 18 >47
EN ISO 26304-B min. 550 690~890 min. 14 >27
Example 670 740 26 20 70 AW

* AW : As-Welded
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SAW Consumables

EF-200UVxKD-120

For 760MPa high tensile strength steel

Classifications

« Sub-arc flux « SAW solid wire
EN IS0 14174-2012 SAFB 155AC H5 EN 1SO 26304-A:2017 SZ

« Flux/ Wire-combination EN ISO 26304-B:2017 SUG
ENISO 26304-A:2017 S 695 FB SZH5 AWS A5.23-201 EG
EN ISO 26304-B:2017 S 78A 5 FB SUG H5
AWS A5.23-2011 F11A6-EG-G

KS B SO 26304-A:2016 S 695 FB SZH5
KS B 1SO 26304-B:2016 S 78A 5 FB SUG H5
JIS Z 3183-2012 S804-H2

Description

« Itis designed for welding of 800MPa high tensile steel with outstanding mechanical properties.
« Suitable for single and multi-layer welding of heavy duty structures.

« Excellent impact value at low temperature down to -60°C.

+ DCEP current is only applicable.

« Redry the flux at 250~350°C for 60 minutes before use.

» Add new flux periodically when continuously reusing the flux.

Typical chemical composition of all-weld metal (3%)

C Si Mn Ni Mo
0.05 0.20 1.85 2.50 0.67

Typical mechanical properties of all-weld metal

Y.S TS El IV (J) Remarks
(MPa) (MPa) (%) -50C -52¢C
AWS A5.23 min. 680 760~900 min. 15 227
EN 1SO 26304-A min. 690 770~940 min. 17 >47
EN ISO 26304-B min. 670 780~980 min. 13 >27
Example 730 825 21 85 AW

* AW : As-Welded
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SAW Consumables

EF-260xKD-120

For 820MPa high tensile strength steel

Classifications
« Sub-arc flux « SAW solid wire
EN IS0 14174-2012 SAFB 155AC H5 EN ISO 26304-A:2017 SZ
« Flux/ Wire-combination ENISO 26304-B:2017 SUG
EN ISO 26304-A:2017 S 695 FB SZH5 AWS A5.23-2011 EG
EN ISO 26304-B:2017  SU 83A 5 FB SUG H5
AWS A5.23-2011 F12A6-EG-G

KS B 1SO 26304-A:2016 S 695 FB SZH5
KS B SO 26304-B:2016 S 83A 5 FB SUG H5
JIS Z 3183-2012 S804-H2

Description

« Itis designed for welding of 820MPa high tensile steel with outstanding mechanical properties.
« Suitable for single and multi-layer welding of heavy duty structures.

« Neutral flux for multi-pass welding.

+ Excellent impact value at low temperature down to -60°C.

« Redry the flux at 250~350°C for 60 minutes before use.

» Add new flux periodically when continuously reusing the flux.

Typical chemical composition of all-weld metal (%)
c Si Mn Ni Mo

0.05 0.20 1.80 2.50 0.67

Typical mechanical properties of all-weld metal

Y.S TS El IV (J) Remarks
(MPa) (MPa) (%) -50C 51C
AWS A5.23 min. 740 830~970 min. 14 >27
EN ISO 26304-A min. 690 770~940 min. 17 >47
EN ISO 26304-B min. 740 830~1030 min. 12 >27
Example 852 885 24 120 n7 AW

* AW : As-Welded
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SAW Consumables

EF-200LTxKD-50

For low temperature service steel (490MPa)

Classifications
* Sub-arc flux + SAW solid wire
ENISO 14174-2012 SACS 153 ACH5 ENISO 14171-2016  S4
« Flux/ Wire-combination AWS A5.17-97(R2007) EH14

ENISO 14171-2016 S 46 6 CS S4
AWS A5.17-97(R2007) F7A(P)8-EH14
KS B1SO 14171-2014 S 466 CS S4
JIS Z 3183-2012 S502-H

Description

+ Single and multi-layer welding of structures for low temperature service
(offshore structures, steel pipes, chemical vessels and other structures in cold regions)
* Neutral flux for multi-pass welding.
+ Excellent impact toughness at low temperature down to -60°C and CTOD.
« Applicable to both AC and DC(+).
+ Redry the flux at 250~350°C for 60 minutes before use.
« Excessive flux height may bring out poor bead appearance.
+ Add new flux periodically when continuously reusing the flux.

Typical chemical composition of all-weld metal (3%)
c Si Mn Ti B

0.08 0.17 155 0.02 0.004

Typical mechanical properties of all-weld metal

Y.S TS El vV (J) Remarks
(MPa) (MPa) (%) -60C -62C
AWS A5.17 min. 400 480~660 min. 22 227
EN1SO 14171 min. 460 530~680 min. 20 >47
Example 540 580 29 105 100 AW

* AW : As-Welded

Approvals

ABS, BV, DNV, LR, KR, NK, RS, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-200LTxKD-55

For low temperature service steel (530MPa)

Classifications
* Sub-arc flux + SAW solid wire
EN ISO 14174-2012 SACS 153 ACH5 EN ISO 14171-2016 S4
« Flux/ Wire-combination AWS A5.23-2011  EH14

ENSO 14171-2016 S 46 6 CS S4
AWS A5.23-2011 F8A(P)8-EH14-G
KS B1SO 14171-2014 S 466 CS S4
JIS Z 3183-2012 S502-H

Description

+ Single and multi-layer welding of structures for low temperature service.
(offshore structures, steel pipes, chemical vessels and other structures in cold regions)
* Neutral flux for multi-pass welding.
+ Excellent impact toughness at low temperature down to -60°C and CTOD.
« Applicable to both AC and DC(+).
+ Redry the flux at 250~350°C for 60 minutes before use.
» Excessive flux height may bring out poor bead appearance.
+ Add new flux periodically when continuously reusing the flux.

Typical chemical composition of all-weld metal (%)

C Si Mn Ti B
0.08 0.17 165 0.02 0.004

Typical mechanical properties of all-weld metal

Y.S TS El vV (J) Remarks
(MPa) (MPa) (%) -60C -62C
AWS A5.23 min. 470 550~700 min. 20 227
EN1SO 14171 min. 460 530~680 min. 20 >47
Example 533 615 29 60 60 AW

* AW : As-Welded

Approvals

ABS, BV, DNV
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-200LT PlusxKD-50

For low temperature service steel (490MPa)

Classifications
* Sub-arc flux + SAW solid wire
ENISO 14174-2012 SACS 153 ACH5 ENISO 14171-2016  S4
« Flux/ Wire-combination AWS A5.17-97(R2007) EH14

ENISO 14171-2016 S 46 6 CS S4
AWS A5.17-97(R2007) F7A(P)8-EH14
KS B1SO 14171-2014 S 466 CS S4
JIS Z 3183-2012 S502-H

Description

+ Single and multi-layer welding of various kinds of structures such as offshore structures, pressure
vessels and ship buildings.

« Excellent impact toughness at low temperature down to -60°C.
« Outstanding welding characteristic and bead profile.

* Neutral flux for multi-pass welding.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

Typical chemical composition of all-weld metal (3%)
c Si Mn Ti B

0.09 0.15 154 0.02 0.003

Typical mechanical properties of all-weld metal

Y.S TS El vV (J) Remarks
(MPa) (MPa) (%) -60C -62C
AWS A5.17 min. 400 480~660 min. 22 227
EN1SO 14171 min. 460 530~680 min. 20 >47
Example 540 580 30 100 100 AW

* AW : As-Welded

Approvals

ABS, BV, DNV, LR, NK
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-200LT PlusxKD-EH12K

For low temperature service steel (490MPa)

Classifications
« Sub-arc flux « SAW solid wire
ENISO 14174-2012  SACS 153 AC H5 ENISO 14171-2016  S3Si
« Flux/ Wire-combination AWS A5.17-97(R2007) EH12K

EN SO 14171-2016 S 46 6 CS S3Si
AWS A5.17-97(R2007) F7A(P)8-EH12K
KS B1SO 14171-2014 S 46 6 CS S3Si
JIS Z 3183-2012 S502-H

Description

+ Single and multi-layer welding of various kinds of structures such as offshore structures, pressure
vessels, large diameter and heavy wall steel pipe and ship buildings.

« Excellent impact toughness at low temperature down to -60°C.
» Outstanding welding characteristic and bead profile.

* Neutral flux for multi-pass welding.

« Applicable to both AC and DC(+).

* Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

Typical chemical composition of all-weld metal (%)
c Si Mn Ti B

0.08 0.35 151 0.02 0.003

Typical mechanical properties of all-weld metal

Y.S TS El vV (J) Remarks
(MPa) (MPa) (%) -60°C -62C
AWS A5.17 min. 400 480~660 min. 22 >27
EN SO 14171 min. 460 530~680 min. 20 >47
Example 520 570 30 100 100 AW

* AW : As-Welded
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SAW Consumables

EF-200UVxKD-EH12K

For low temperature service steel (490MPa)

Classifications
* Sub-arc flux + SAW solid wire
EN ISO 14174-2012  SAFB 155ACH5 ENISO 14171-2016  S3Si
« Flux/ Wire-combination AWS A5.17-97(R2007) EH12K

ENISO 14171-2016 S 46 6 FB S3Si
AWS A5.17-97(R2007) F7A(P)8-EH12K
KS B1SO 14171-2014 S 46 6 FB S3Si
JIS Z 3183-2012 S502-H

Description

Single and multi-layer welding of offshore structures, ship buildings, structural steels, pressure vessels
and general fabrications. (Neutral and high-basic flux)

It is used for the welding of low temperature service steels required high integrity welds with low
temperature impact.

Good bead appearance, slag removal and crack resistibility.
Good resistance to porosity on rust, scales, oil and primer.
Applicable to both AC and DC(+).

Redry the flux at 250~350°C for 60 minutes before use.

Add new flux periodically when continuously reusing the flux.

Typical chemical composition of all-weld metal (%)
c Si Mn P B

0.09 0.31 1.60 0.016 0.010

Typical mechanical properties of all-weld metal

Y.S TS El. IV {J) Remarks
(MPa) (MPa) (%) -60C -62°C
AWS A5.17 min. 400 480~660 min. 22 >27
ENISO 14171 min. 460 530~680 min. 20 >47
Example 520 580 30 110 10 AW

* AW : As-Welded

Approvals

ABS, BV, DNV, LR, CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-200UVxKD-42

For low temperature service steel (490MPa)

Classifications
* Sub-arc flux + SAW solid wire
ENISO 14174-2012  SAFB155ACH5 ENISO 14171-2016  S2Si
« Flux/ Wire-combination AWS A5.17-97(R2007) EM12K

ENISO 14171-2016 S 42 6 FB S2Si
AWS A5.17-97(R2007) F7A8-EM12K
KS B1SO 14171-2014 S 42 6 FB S2Si
JIS Z 3183-2012 S502-H

Description

+ Single and multi-layer welding of offshore structures, ship buildings, structural steels, pressure vessels
and general fabrications. (Neutral and high-basic flux)

It is used for the welding of low temperature service steels required high integrity welds with low
temperature impact.

Good bead appearance, slag removal and crack resistibility.
Good resistance to porosity on rust, scales, oil and primer.
Applicable to both AC and DC(+).

Redry the flux at 250~350°C for 60 minutes before use.

Add new flux periodically when continuously reusing the flux.

Typical chemical composition of all-weld metal (%)
c Si Mn P S

0.07 0.30 1.00 0.015 0.010

Typical mechanical properties of all-weld metal

Y.S TS El IV (J) Remarks
(MPa) (MPa) (%) -60°C -62°C
AWS A5.17 min. 400 480~660 min. 22 >27
ENISO 14171 min. 420 500~640 min. 20 >47
Example 460 540 31 10 10 AW

* AW : As-Welded
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SAW Consumables

EF-200CTxKD-50

For low temperature service steel (490MPa)

Classifications
* Sub-arc flux + SAW solid wire
ENISO 14174-2012 SACS 153 ACH5 ENISO 14171-2016  S4
« Flux/ Wire-combination AWS A5.17-97(R2007) EH14

ENISO 14171-2016 S 46 6 CS S4
AWS A5.17-97(R2007) F7A(P)8-EH14
KS B1SO 14171-2014 S 466 CS S4
JIS Z 3183-2012 S502-H

Description

+ Single and multi-layer welding of various kinds of structures such as offshore structures, pressure
vessels and ship buildings.

« Excellent impact toughness at low temperature down to -60°C.
« Outstanding welding characteristic and bead profile.

* Neutral flux for multi-pass welding.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

Typical chemical composition of all-weld metal (5%)
c Si Mn P S

0.09 0.20 157 0.014 0.003

Typical mechanical properties of all-weld metal

Y.S TS El. vV(J) Remarks
(MPa) (MPa) (%) -60C -62C
AWS A5.17 min. 400 480~660 min. 22 227
EN SO 14171 min. 460 530~680 min. 20 >47
Example 530 570 30 150 150 AW

* AW : As-Welded
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SAW Consumables

EF-200LTxKD-Ni3

For 560MPa high tensile strength steel

Classifications
* Sub-arc flux + SAW solid wire
EN ISO 14174-2012 SACS 153AC EN ISO 14171-2016 SZ
« Flux/ Wire-combination AWS A5.23-2011  ENi3

ENISO 14171-2016  S467CS SZ

AWS A5.23-2011 F8A10-ENi3-Ni3
F7P10-ENi3-Ni3

KS B1SO 14171-2014 S467 CS SZ

Description

« Single and multi-layer welding of offshore structures, pressure vessels, heavy wall steel pipes.
« Excellent impact tougheness at low temperature.

+ The Weld Metal contains about 3% Ni.

» Bead appearance and slag removal are excellent.

« Applicable to both AC and DC(+).

« Redry the flux at 250~350°C for 60 minutes before use.

* Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)
c Si Mn P S Ni

0.06 0.26 1.04 0.016 0.007 3.46

Typical mechanical properties of all-weld metal

Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -70c -72°C
AWS A5.23 min. 470 550~700 min. 20 >27 AW
AWS A5.23 min. 400 480~660 min. 22 >27 PWHT*
EN ISO 14171 min. 460 530~680 min. 20 >47
Example 610 680 24 80 80 AW
Example 600 664 26 51 51 PWHT*

* PWHT : Post Weld Heat Treatment (620°Cx1Hr.)

71 KISWEL



SAW Consumables

EF-200LTxKD-60

For low temperature service steel (650MPa)

Classifications
* Sub-arc flux + SAW solid wire

EN ISO 14174-2012 SA CS 153 ACH5 EN ISO 14171-2016 SZ
« Flux/ Wire-combination AWS A5.23-2011  EA3

EN1SO 14171-2016 S505CS SZ
AWS Ab5.23-2011 FIA8-EA3-G
KS B 1SO 14171-2014 S505 CS SZ
JIS Z 3183-2012 S584-H

Description

+ Single and multi-layer welding of 650MPa high tensile strength steels for low temperature service.
(offshore structures, steel pipes, chemical vessels and other structures in cold regions)

« Excellent impact toughness at low temperature down to -60°C.
* Neutral flux for multi-pass welding.

« Applicable to both AC and DC(+).

+ Redry the flux at 250~350°C for 60 minutes before use.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)
C Si Mn Mo Ti B

0.07 0.14 1.50 0.46 0.02 0.004

Typical mechanical properties of all-weld metal
YS TS El. IV (J)

(MPa) (MPa) (%) 50 goc  Nemarks
AWS A5.23 min. 540 620~760 min. 17 >27
EN ISO 14171 min. 500 560~720 min. 18 >47
Example 590 650 26 70 60 AW
* AW : As-Welded
Approvals
ABS, BV, DNV, LR, RS, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-200HxKD-60

For 0.5%Mo heat resistant steel

Classifications
* Sub-arc flux + SAW solid wire

EN ISO 14174-2012 SA CS 153AC EN ISO 14171-2016 SZ
« Flux/ Wire-combination AWS A5.23-2011  EA3

EN SO 14171-2016 S504CS SZ
AWS A5.23-2011 F8PO-EA3-A3
KS B 1SO 14171-2014 S504 CS SZ
JIS Z 3183-2012 S584-H

Description

« Single and multi-layer welding of 0.5%Mo steel for pressure vessels, steam pipes, boilers., etc.
* Neutral flux for multi-pass welding.

« Excellent impact toughness and crack resistibility.

« Outstanding welding characteristics and bead profile.

* Applicable to both AC and DC(+).

« Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)
c Si Mn Mo P S

0.08 0.15 1.60 0.50 0.024 0.008

Typical mechanical properties of all-weld metal

Y.S TS El. vV (J) Remarks
(MPa) (MPa) (%) -18T -40c
AWS A5.23 min. 470 550~700 min. 20 227
EN SO 14171 min. 500 560~720 min. 18 >47
Example 590 660 27 140 80 AW
570 640 30 150 90 PWHT

* AW : As-Welded, PWHT : Post Weld Heat Treatment (620°Cx1Hr.)

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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SAW Consumables

EF-200HxKD-B2

For 1.25%Cr-0.5%Mo heat resistant steel

Classifications
« Sub-arc flux « SAW solid wire
EN IS0 14174-2012 SACS 153AC EN 1SO 24598-A:2012 S CrMo'
« Flux/ Wire-combination EN ISO 24598-B:2012 SU 1CM
EN ISO 24598-A:2012 S CrMo1 CS AWS A5.23-201 EB2
EN IS0 24598-B:2012  S552CS SU 1CM
AWS A5.23-2011 F8P0O-EB2-B2

KS B SO 24598-A:2013 S CrMo1 CS
KS B SO 24598-B:2013 S552CS SU 1CM
JIS Z 3183-2012 §572-1CM

Description

Single and multi-layer welding of 1.25%Cr-0.5%Mo steel for oil refining equipment, boiler drums, main
steam tubes, chemical engineering apparatus., etc.

Neutral flux for multi-pass welding.

Excellent impact toughness and crack resistibility.

Outstanding welding characteristics and bead profile.

Applicable to both AC and DC(+).

Redry the flux at 250~350°C for 60 minutes before use.

Add new flux periodically when continuously reusing the flux.

Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)
C Si Mn Cr Mo

0.10 0.18 0.90 m 0.48

Typical mechanical properties of all-weld metal

Y.S TS El vV (J) Remarks
(MPa) (MPa) (%) -18T -20C
AWS A5.23 min. 470 550~700 min. 20 >27
EN 1SO 24598-B min. 470 560~700 min. 18 >27
Example 590 650 27 60 60 PWHT

# PWHT : Post Weld HeatTreatment (690°Cx1Hr.)
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SAW Consumables

EF-200HxKD-B3

For 2.25%Cr-1%Mo heat resistant steel

Classifications

Sub-arc flux
EN ISO 14174-2012

Flux/ Wire-combination

SACS 153AC

ENISO 24598-A:2012 S CrMo2 CS
ENISO 24598-B:2012 S 622 CS SU 2C1M
AWS A5.23-2011 F9P0-EB3-B3

KS B SO 24598-A:2013 S CrMo2 CS
KS B 1SO 24598-B:2013 S 622 CS SU 2C1M
JIS Z 3183-2012 S642-2CM

Description

steam pipes of boiler., etc.

Neutral flux for multi-pass welding.

Excellent impact toughness and crack resistibility.
Outstanding welding characteristics and bead profile.
Applicable to both AC and DC(+).

Redry the flux at 250~350°C for 60 minutes before use.

Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)

Add new flux periodically when continuously reusing the flux.

+ SAW solid wire
EN IS0 24598-A:2012 S CrMo2
EN ISO 24598-B:2012 SU 2C1M
AWS A5.23-2011 EB3

Single and multi-layer welding of 2.25%Cr-1%Mo steel for pressure vessels, oil refining industries,

C Si Mn Cr Mo
0.08 0.27 0.90 2.26 0.92
Typical mechanical properties of all-weld metal
Y.S TS El. IV (J) Remarks
(MPa) (MPa) (%) -18T -20C
AWS A5.23 min. 540 620~760 min. 17 >27
EN ISO 24598-B min. 540 620~760 min. 15 >27
Example 610 700 23 50 50 PWHT

# PWHT : Post Weld Heat Treatment (690°Cx1Hr.)
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SAW Consumables

EF-200HCxKD-B9

For 9%Cr-1%Mo-Nb-V heat resistant steel

Classifications
« Sub-arc flux « SAW solid wire
EN IS0 14174-2012 SAFB 255DC EN ISO 24598-A:2012 S CrMo91
« Flux/ Wire-combination EN ISO 24598-B:2012 SU 9C1MV
ENISO 24598-A:2012 S CrMo91 FB AWS A5.23-201 EB91
EN IS0 24598-B:2012 S 69 Z FB SUICTMV
AWS A5.23-2011 F10PZ-EB91-B91

KS B 1SO 24598-A:2013 S CrMo91 FB
KS B 1SO 24598-B:2013 S 69 Z FB SUICTMV

Description

« Itis designed for welding of 9%Cr-1%Mo-Nb-V(T91/P91) steel used in oil refining industries, high
pressure vessels., etc.

« For joining and surfacing applications of creep resistant CrMo steels such asT91/P92.
« It has easy slag removal and good weld soundness.

« Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)

C Si Mn Cr Mo Nb \ Ni
0.10 0.20 0.80 8.10 0.90 0.05 0.18 0.40

Typical mechanical properties of all-weld metal
YS TS El. IV (J)

(MPa) (MPa) (%) £20C Remarks
AWS A5.23 min. 610 §90~830 min. 16
ENISO 24598-8  min. 415 min. 585 min. 17
Example 700 800 20 30 PWHT

* PWHT : Post Weld Heat Treatment (760°Cx2Hr.)
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SAW Consumables

EF-100SBxKD-B2/KD-B3

For heat resistant steel

Classifications

* Sub-arc flux
EN ISO 14174-2012 SA AB 166 AC
* Flux/ Wire-combination
EN SO 24598-A:2012 S CrMo1 AB (KD-B2)
S CrMo2 AB (KD-B3)
EN ISO 24598-B:2012 S 552 AB SU 1CM (KD-B2)

S620ABSU2C1M (KD-B3)

AWS A5.23-2011 F8PZ-EB2-B2 (KD-B2)
FOPZ-EB3-B3 (KD-B3)
S CrMo1 AB (KD-B2)
S CrMo2 AB (KD-B3)

$552AB SU 1CM (KD-B2)

KS B 1SO 24598-A

KS B 1SO 24598-B

S620ABSU2C1M (KD-B3)

Description

+ SAW solid wire
EN ISO 24598-A:2012 S CrMo1 (KD-B2)
S CrMoz2 (KD-B3)
EN ISO 24598-B:2012 SU 1CM (KD-B2)
SU 2C1M (KD-B3)

AWS A5.23-2011  EB2/EB3

Single or multi-layer welding of various kinds structure such as 1.25%-0.5%Mo and 2.25%Cr-1%Mo heat

resistant steels used for steam pipes of boiler, equipment for oil refining industries., etc.

Applicable to both AC and DC(+).

Typical chemical composition of all-weld metal (%)

Bead appearance and slag removal are excellent under higher welding speed with low current.
Good resistance to rust, scale, oil and dirt on th surface to be welded.
Excellent X-ray characteristics and resistance to porosity.

Redry the flux at 250~350°C for 60 minutes before use.
Add new flux periodically when continuously reusing the flux.
Excessive flux height may bring out poor bead appearance.

Wire C Si Mn Cr Mo

KD-B2 0.06 0.25 0.90 1.10 0.50

KD-B3 0.06 0.30 0.90 2.10 0.95
Typical mechanical properties of all-weld metal

Wire Y.S TS El Charpy V-notch AWS

(MPa) (MPa) (%) Temp. (¢)  Vaule (J) Classification

KD-B2 550 600 27 0 80 A5.23 : F8PZ-EB2-B2*
KD-B3 610 690 23 0 50 A5.23 : F9PZ-EB3-B3*

* PWHT : Post Weld Heat Treatment (690°Cx1Hr.)
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SAW Consumables

EF-300N

For stainless steel and duplex stainless steel

Classifications

* Sub-arc flux
EN ISO 14174-2012 SA AF2DC

Description

» Agglomerated basic welding flux for welding stainless high alloyed CrNi(Mo) steels.
« Excellent impact value at low temperature down to -196°C.

» The weld metals show good mechanical properties.

« Excellent weldability such as stable arc and easy slag removal.

« Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

« Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)

Wire C Si Mn Cr Ni Mo Nb N
M-308L 0.02 0.6 15 19.4 9.6
M-309L 0.02 0.5 1.6 23.0 135
M-316L 0.02 0.6 13 18.6 1.6 24
M-347 0.05 0.4 14 19.0 9.3 0.6
M-2209 0.02 0.5 1.2 22.5 8.5 3.1 0.5
M-2594 0.03 0.5 0.6 24.2 9.0 3.8 0.2

Typical mechanical properties of all-weld metal

: vs 78 El v (J)

Wire (MPa) (MPa) (%) 40 60c  -19gc  nemarks
NI-308L 390 560 0 90 60 AW
M-309L 430 580 36 100 80 AW
M-316L 410 570 39 100 60 AW
M-347 450 610 36 80 45 AW
M-2209 650 800 35 70 AW
M-2594 650 860 2 55 AW

* AW : As-Welded
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SAW Consumables

EF-600NxKW-M625

For nickel alloy

Classifications
« Sub-arc flux « SAW solid wire
ENISO 14174-2012  SA AF 2 DC EN ISO 18274-2005 S Ni 6625
AWS A5.14-2011 ERNiCrMo-3
Description

» Agglomerated basic welding flux for Inconel 625 and dissimilar welding of low-alloyed steels and
Nickel-alloyed steels.

+ Excellent impact value at low temperature down to -196°C.

» The weld metals show good mechanical properties and corrosion resistance.
« Excellent weldability such as stable arc and easy slag removal.

* Redry the flux at 250~350°C for 60 minutes before use.

+ Add new flux periodically when continuously reusing the flux.

* Excessive flux height may bring out poor bead appearance.

Typical chemical composition of all-weld metal (%)
Wire C Si Mn Cr Ni Mo Nb

KW-M625 0.02 0.2 0.2 22.0 Rem 8.3 33

Typical mechanical properties of all-weld metal
YS TS El. IV (J)

Wire (MPa) (MPa) (%) 196 Remarks

KW-M625 560 820 42 85 AW

* AW : As-Welded

Packages

« Wire * Flux

Dia. Weight Mesh Weight
{mm) Type (kg) size Type (kg)
2.0 Coil 25 12x60 Can 20
24 Coil 26
3.2 Coil 25
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SAW Flux for cladding

EF-300ST/EF-300STK

For Strip Cladding Applications (SAW)

Description

« This Flux is an agglomerated flux for submerged arc strip cladding.

« Itis recommended for cladding with the Cr, CrNi and CrNiMo types of stainless strip.
(Combination stainless strip : KQ-308L, KQ-309L)

« Slag removal and overlapping with this flux are excellent.

« Applications : chemical/petrochemical and offshore industry(pressure vessels, heat exchangers, ...),
nuclear power industry(reactor vessels, ...), chemical reactors and flanges in pulp and paper industry., etc.

* Redry the flux at 250~350°C for 60 minutes before use.

 Add new flux periodically when continuously reusing the flux..

Basicity index Current condition
1.1 DC+

Typical chemical composition of all-weld metal (%)

Strip/Flux Chemical Composition (%)
Layer1 Layer2 C Si Mn Cr Ni Mo Nb
KQ-309L/ KQ-308L/
EF-300STK EF-300ST 003 08 16 195 102
Packages
« Strip * Flux
Width Thickness Type Weight Mesh Type Weight
(mm) __(mm) P (kg) size s (kg)
254 0.5 Coil 25 12x60 Can 20
50.8 0.5 Coil 50
60 0.5 Coil 50
90 0.5 Coil 90
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ESW Flux for cladding

EF-300ESW

For Strip Cladding Applications (ESW)

Description

» EF-300ESW is a high-basic agglomerated flux for electrosalg strip cladding.

« Itis recommended for cladding with the Cr, CrNi and CrNiMo types of stainless strip.
(Combination stainless strip : KQ-308L, KQ-309L )

« Excellent bead appearance and slag removal.
» The weld bead has high hot cracking resistance.

« Applications : chemical/petrochemical and offshore industry(pressure vessels, heat exchangers, ...),
nuclear power industry(reactor vessels, ...), chemical reactors and flanges in pulp and paper industry., etc.

* Redry the flux at 250~350°C for 60 minutes before use.
+ Add new flux periodically when continuously reusing the flux.

Basicity index Current condition
37 DC+

Typical chemical composition of all-weld metal (%)

Strip C Si Mn Cr Ni Mo Nb
KQ-309L 1st layer 0.03 0.5 13 19.2 10.6
Packages
- Strip * Flux
Width Thickness Type Weight Mesh Type Weight
(mm)  (mm) P (kg) size P (kg)
254 0.5 Coil 25 12x60 Can 20
50.8 0.5 Coil 50
60 0.5 Coil 50
90 0.5 Coil 90
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ESW Flux for cladding

EF-200F

For hardfacing

Classifications

Sub-arc flux
EN ISO 14174-2012 SACS 2DC

Description

EF-200F is a basic and agglomerated flux used for hardfacing in combination with composite wires for
hardfacning such as K-13CrHT, K-15CrHT.

Typical applications : steel mills concast rolls, valve seats and components subject to wear, fatigue
and corrosion at high temperature.

Outstanding slag release properies and bead profile.

Redry the flux at 250~350°C for 60 minutes before use.

The flux is suitable for single, multi-pass and oscillated welding, using single or twin-wire processes.
When 1 Layer welding with K-15CrHT & Other Layer welding with K-13CrHT, Hardness of weld metal is
HRC 40~48.

Hardness of weld metal may be changed according to base metal, layer height, number of weld pass,
welding condition., etc.

Typical chemical composition of all-weld metal (%)

Wire C Si Mn Cr Ni Mo
K-13CrHT 0.12 04 1.2 13.0 2.7 1.0
K-15CrHT 0.06 0.4 11 15.0 2.8 1.0

Recommended welding parameters

Dia. (mm) Amp. (A) Volt. (V)
3.2 400~700 26~36
4.0 450~900 28~38
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SAW Consumables

Submerged Arc Wires

BNt AWS Typical chemical composition (wt.%)
name Classification c Si Mn Cr Ni Mo Nb N
KD-40 A5.17 : EL8 0.04 0.02 0.48
KD-41 A5.17 : EL12 0.06 0.02 0.41
KD-42 A5.17 : EM12K 0.06 0.30 1.10
KD-43 A5.17 : EM13K 0.07 0.66 1.17
KD-50 A5.17 : EH14 0.1 0.02 1.95
KD-EH12K A5.17 : EH12K 0.08 0.35 1.75
KD-60 A5.23 : EA3 0.08 0.02 1.92 0.55
KD-Ni1K A5.23: ENi1K 0.1 0.63 m 0.89
KD-Ni3 A5.23 : ENi3 0.07 0.10 1.00 3.60
KD-EA2 A5.23 : EA2 0.10 0.1 1.05 0.52
KD-B2 Ab.23: EB2 0.1 0.18 0.61 1.41 0.54
KD-B3 A5.23: EB3 0.10 0.21 0.56 2.52 1.01
KD-B9 Ab.23: EBI1 0.11 | 031 | 075 | 9.06 | 0.42 | 094 | 0.04 | 0.04
KD-100 A5.23: EM2 0.05 0.27 1.50 0.26 1.90 0.34
KD-120 A5.23: EG 0.04 0.23 1.90 2.80 0.73
M-308 A5.9: ER308 0.04 0.5 1.6 19.9 9.6
M-308L A5.9 : ER308L 0.01 0.5 1.8 19.6 9.6
M-309 A5.9: ER309 0.05 0.4 1.6 231 13.3
M-309L A5.9 : ER309L 0.01 0.5 1.6 231 13.8
M-316 A5.9: ER316 0.04 0.4 1.6 19.2 12.2 2.3
M-316L A5.9: ER316L 0.02 0.5 1.6 18.8 1.8 25
M-347 Ab.9: ER347 0.05 0.4 1.6 19.0 9.0 0.7
M-317L A5.9: ER317L 0.01 0.4 1.6 19.1 135 33
M-309LMo | A5.9:ER309LMo 0.01 0.5 1.5 230 | 14.6 2.6
M-2209 A5.9 : ER2209 0.01 0.4 1.7 22.7 8.7 3.2 0.16
M-2594 A5.9: ER2594 0.02 0.4 0.7 249 9.2 4.0 0.23
KQ-308L A5.9: EQ308L 0.01 0.4 17 19.9 10.2
KQ-309L A5.9: EQ309L 0.01 0.4 2.0 237 | 133
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Oxyfuel Gas
Welding Consumables







T-40

For mild steel

Classifications

AWS A5.2:2005  R45 JIS 73201:2001  GA46
KS D 7005:2005 GA46

Description

« Suitable for application of oxy-acetylene welding for mild steel.
+ Excellent meltability and deposition rate.
« Sound welds without non-metallic inclusion.

Typical chemical composition of wire (%)

C Si Mn P S
0.04 0.02 0.45 0.013 0.010

Typical mechanical properties of all-weld metal

TS. El. Remarks
(MPa) (%)
AWS Ab5.2
Example 450 20 SR
500 17 NSR

* SR : Stress Relieved
* NSR : Not Stress Relieved
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Welding Consumables

COVERED ELECTRODES
TIG WELDING CONSUMABLES
MIG WELDING CONSUMABLES







KNCF-2

For nickel alloy (Inconel 600, 601)

Classifications

EN ISO 14172:2015 E Ni 6092 KS BISO 14172:2015 E Ni 6133
AWS A5.11:2010  ENiCrFe-2 JIS Z 3224:2010 E Ni 6133
Description

« Covering is low hydrogen type for welding of Ni-Cr-Fe alloy steel (Inconel 600, 601) or different materials,
such as Inconels, Inconel and low alloy steels, stainless steels and low alloy steels.

» KNCF-2 makes safety welding with good weldability and usability.
« Excellent heat resistance, corrosion resistance and mechanical quality of all weld metal.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- =15

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Fe Ni Cr Mo Nb+Ta

0.02 0.37 1.69 0.01 0.005 7.94 Rem. 14.42 0.89 1.45

Typical mechanical properties of all-weld metal

Y5 1.8 El. Remarks
(MPa) (MPa) (%)
AWS A5.11 min. 550 min. 30
EN ISO 14172 min. 360 min. 550 min. 27
Example 490 620 43 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 60~80 80~120 120~150 150~180

(A) V-OH 50~70 70~100 100~140
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KNCF-3

For nickel alloy (Inconel 600, 601)

Classifications

EN ISO 14172:2015 E Ni 6182 KS B IS0 14172:2015 E Ni 6182
AWS A5.11:2010  ENiCrFe-3 JIS Z 3224:2010 E Ni 6182
Description

« Covering is low hydrogen type for welding of Ni-Cr-Fe alloy steel (Inconel 600, 601) or different materials,
such as Inconels, Inconel and low alloy steels, stainless steels and low alloy steels.

» KNCF-3 makes safety welding with good weldability and usability.

« Excellent heat resistance, corrosion resistance and mechanical quality of all weld metal.

« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Fe Ni Cr Ti Nb+Ta
0.06 0.42 7.95 0.010 0.007 3.9 Rem. 16.2 0.02 1.9

Typical mechanical properties of all-weld metal

YS 1S El. Remarks
(MPa) (MPa) (%)
AWS A5.11 min. 550 min. 30
ENISO 14172 min. 360 min. 550 min. 27
Example 500 650 42 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 60~80 90~130 120~150 150~180

(A) V-OH 55~70 80~100 100~140

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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KW-A82

For nickel alloy (Inconel 600, 601)

Classifications

EN ISO 14172:2015 E Ni 6182 KS B IS0 14172:2015 E Ni 6182
AWS A5.11:2010  ENiCrFe-3 JIS Z 3224:2010 E Ni 6182
Description

« Covering is low hydrogen type for welding of Ni-Cr-Fe alloy steel (Inconel 600, 601) or different materials,
such as Inconels, Inconel and low alloy steels, stainless steels and low alloy steels.

» KNCF-A82 makes safety welding with good weldability and usability.
« Excellent heat resistance, corrosion resistance and mechanical quality of all weld metal.
« Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- =15

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Fe Ni Cr Ti Nb+Ta

0.02 0.57 5.57 0.010 0.004 732 Rem. 15.27 0.12 2.16

Typical mechanical properties of all-weld metal

Y5 1.8 El. Remarks
(MPa) (MPa) (%)
AWS A5.11 min. 550 min. 30
EN ISO 14172 min. 360 min. 550 min. 27
Example 510 660 48 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 300 350 350
Amp. F 60~80 80~120 120~150 150~180

(A) V-OH 50~70 70~100 100~140
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KW-A82M

For Cement industry

Classifications

EN ISO 14172:2015 E Ni 6082 KS B IS0 14172:2015 E Ni 6082
AWS A5.11:2010  ENiCrFe-3 (mod.) JIS Z 3224:2010 E Ni 6082
Description

» Covering is low hydrogen type for welding of Ni-Cr-Fe alloy steel or different materials, such as Inconels,
Inconel and low alloy steels, stainless steels and low alloy steels.

« Excellent heat resistance, corrosion resistance and mechanical quality of all weld metal.
+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Fe Ni Cr Ti Nb+Ta
0.04 0.34 4.24 0.003 0.010 2.96 Rem. 20.20 173 1.95

Typical mechanical properties of all-weld metal

Y5 1.8 El. Remarks
(MPa) (MPa) (%)
ENISO 14172 min. 360 min. 600 min. 22
Example 430 690 47 AW

* AW : As-Welded

Sizes available and recommended currents (DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 300 350 350
Amp. F 60~80 80~120 120~150 150~180

(A) V-OH 50~70 70~100 100~140
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KW-A690

For nickel alloy (Inconel 690)

Classifications

EN ISO 14172:2015 E Ni 6152 KS B IS0 14172:2015 E Ni 6152
AWS A5.11:2010  ENiCrFe-7 JIS Z 3224:2010 E Ni 6152
Description

« Covering is low hydrogen type for welding of Ni-Cr-Fe alloy steel (Inconel 690) or different materials,
such as Inconels, Inconel and low alloy steels, stainless steels and low alloy steels.

« Easy slag removal and stable arc.

« Excellent heat resistance, corrosion resistance and mechanical quality of all weld metal.

« Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- =15

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Fe Ni Cr Ti Nb+Ta

0.05 0.52 1.45 0.008 0.004 10.1 Rem. 29.5 0.03 1.2

Typical mechanical properties of all-weld metal

YS TS El. Remarks
(MPa) (MPa) (%)
AWS A5.11 min. 550 min. 30
ENISO 14172 min. 360 min. 550 min. 27
Example 490 640 44 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 60~80 90~130 120~150 150~180

(A) V-OH 55~70 80~100 100~140

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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KW-A625

For nickel alloy (Inconel 625)

Classifications

EN ISO 14172:2015 E Ni 6625 KS B IS0 14172:2015 E Ni 6625
AWS A5.11:2010  ENiCrMo-3 JIS Z 3224:2010 E Ni 6625
Description

» Covering is lime titania type for welding of Inconel 625, Incoloy 825 and other molybdenum containing
stainless steels. The weld metal has high strength at room and elevated temper atures and has exceptional
corrosion resistance, including resistance to pitting, crevice corrosion, etc.

« The electrodes provide excellent operability for groove and fillet welding in the downhand position.
« Easy slag removal, low spatter generation and stable arc characteristics.
+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Fe Ni Cr Mo Nb+Ta
0.03 0.22 0.54 0.008 0.004 1.64 Rem. 21.9 8.6 38

Typical mechanical properties of all-weld metal

Y5 1.8 El. Remarks
(MPa) (MPa) (%)
AWS A5.11 min. 760 min. 30
EN ISO 14172 min. 420 min. 760 min. 27
Example 520 770 40 AW

* AW : As-Welded

Sizes available and recommended currents (DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 60~90 90~120 140~180 170~210
(A) V-OH 60~90 70~100 120~160 130~170
Approvals
DNV, CE

* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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KW-A276

For nickel alloy (Hastelloy C-276)

Classifications

EN ISO 14172:2015 E Ni 6276 KS B IS0 14172:2015 E Ni 6276
AWS A5.11:2010  ENiCrMo-4 JIS Z 3224:2010 E Ni 6276
Description

+ Covering is lime titania type for welding of Hastelloy C-276.

« The electrodes provide excellent operability for groove and fillet welding in the downhand positon.
« Easy slag removal, low spatter generation and stable arc characteristics.

+ Redry the electrode at 250~350°C for 30~60 minutes prior to use.

Welding positions

- =15

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Fe Ni Cr Mo w
0.01 0.08 0.69 0.008 0.002 6.44 Rem. 16.33 16.30 3.35

Typical mechanical properties of all-weld metal

YS TS El. Remarks
(MPa) (MPa) (%)
AWS A5.11 min. 690 min. 25
EN 1SO 14172 min. 400 min. 690 min. 22
Example 510 750 45 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)
Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 60~80 80~120 120~150 150~180

(A) V-OH 50~70 70~100 100~140
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KW-A617

For Inconel 617

Classifications

EN ISO 14172:2015 E Ni 6617 KS B IS0 14172:2015 E Ni 6617
AWS A5.11:2010  ENiCrCoMo-1 (mod.) JIS Z 3224:2010 E Ni 6617
Description

« Covering is low hydrogen type for joining and repairing of Ni-Cr-Co-Mo alloy steel.

« Excellent heat resistance, corrosion resistance and mechanical quality of all weld metal.
« Satisfactory bead appearance and slag removal.

+ Redry the electrode at 300~400°C for 1~2 hours prior to use.

Welding positions

- K= 15T

Typical chemical composition of all-weld metal (%)

C Si Mn P S Co Ni Cr Mo Fe
0.07 0.77 0.34 0.005 0.003 10.99 Rem. 21.77 8.55 0.32

Typical mechanical properties of all-weld metal

v.S 1S El. Remarks
(MPa) (MPa) (%)

ENISO 14172 min. 400 min. 620 min. 22

Example 510 760 35 AW

* AW : As-Welded

Sizes available and recommended currents (DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 300 350 350
Amp. F 60~80 80~120 120~150 150~180

(A) V-OH 50~70 70~100 100~140
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KW-A60

For nickel alloy (Monel 400, R-405, K-500)

Classifications

EN ISO 14172:2015 E Ni 4060 KS B ISO 14172:2015 E Ni 4060
AWS A5.11:2010  ENiCu-7 JIS Z 3224:2010 E Ni 4060
Description

+ Welding of Monel 400. Welding or hardfacing for different materials, such as low alloy steel, cabon steel
and Cu-Ni alloy.

« Easy slag removal, low spatter generation.
+ Redry the electrode at 250~300°C for 30~60 minutes prior to use.

Welding positions

- =15

Typical chemical composition of all-weld metal (3%)

C Si Mn P S Fe Cu Ni Al Ti
0.04 112 3.50 0.008 0.004 2.1 Rem. 65.2 0.03 0.44

Typical mechanical properties of all-weld metal

YS TS El. Remarks
(MPa) (MPa) (%)
AWS A5.11 min. 480 min. 30
ENISO 14172 min. 200 min. 480 min. 27
Example 310 530 43 AW
* AW : As-Welded
Sizes available and recommended currents (DC+)

Dia. (mm) 2.6 3.2 4.0 5.0
Length (mm) 300 350 350 350
Amp. F 60~80 90~130 120~150 150~180

(A) V-OH 55~75 80~100

Approvals

CE
* Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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KW-T61

Nickel 200, 201

Classifications

EN ISO 18274:2010 S Ni 2061 (NiTi3) KS BISO 18274:2014 S Ni 2061 (NiTi3)
AWS A5.14:2011  ERNi-1 (UNS N02061) JIS Z 3334:2011 S Ni 2061 (NiTi3)
Description

+ TIG consumable for pure nickel, nickel alloys and repair welding of cast iron.
« It can be used for dissimilar welding of nickel, steels, monel, cupronickel and stainless steels.

Typical chemical composition of all-weld metal (%)
c Si Mn Ni Ti
0.01 0.27 0.40 95.80 3.19
Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.14 380
Example 450 29

Approvals

CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

Inconel 600, 601, 690/ Incoloy 800, 800HT

Classifications

EN ISO 18274:2010 S Ni 6082 (NiCr20Mn3Nb) KS B IS0 18274:2014 S Ni 6082 (NiCr20Mn3Nb)
AWS A5.14:2011  ERNiCr-3 (UNS N06082) JIS 7 3334:2011 S Ni 6082 (NiCr20Mn3Nb)
Description

« TIG consumable for Inconel 600, Incoloy 800(HT). (ASTM B 163, B166, B167 or UNS N06082)
« It can be used for dissimilar welding of Inconel 600 with steels or stainless steels.
+ The weld metal has high strength and good corrosion resistance at elevated temperature.

Typical chemical composition of all-weld metal (%)

C Si Mn Cr Ni Fe Nb+Ta
0.02 0.1 3.09 20.32 71.90 1.04 2.44
Typical mechanical properties of all-weld metal
Y.S TS El.

(MPa) (MPa) (%)
AWS A5.14 550
Example 640 36
Approvals

ABS, CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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KW-T625

Inconel 625 / Incoloy 825

Classifications

EN 1SO 18274:2010 S Ni 6625 (NiCr22Mo9Nb) KS B IS0 18274:2014 S Ni 6625 (NiCr22Mo9Nb)
AWS A5.14:2011  ERNiCrMo-3 JIS Z 3334:2011 S Ni 6625 (NiCr22Mo9Nb)
Description

« TIG consumable for Inconel 625, Incoloy 825.
« It can be used for surfacing of 9% Ni steels and dissimilar welding of Inconel 625 to stainless steels.
+ The weld metal has high strength and good corrosion resistance at broad temperature.

Typical chemical composition of all-weld metal (5%)

c Si Mn Cr Ni Mo Nb
0.01 0.08 0.03 22.24 63.80 8.67 3.36
Typical mechanical properties of all-weld metal
YS TS El.
(MPa) (MPa) (%)
AWS A5.14 760
Example 506 773 54
Approvals

ABS, BV, DNV, LR, KR, NK, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KW-T276

Hastelloy C-276

Classifications

EN SO 18274:2010 S Ni 6276 (NiCr15Mo16Fe6W4) KS BISO 18274:2014 S Ni 6276 (NiCr15Mo16Fe6W4)
AWS A5.14:2011  ERNiCrMo-4 JIS 73334:2011 S Ni 6276 (NiCr15Mo16Fe6W4)
Description

« TIG consumable for Hastelloy C276.
« It can be used for surfacing steels and dissimilar welding of nickel alloys, steels and stainless steels.
» The weld metal has excellent resistance on pitting and crevice corrosion.

Typical chemical composition of all-weld metal (%)

C Si Mn Cr Ni Mo W
0.01 0.04 0.50 15.86 57.64 16.01 3.67
Typical mechanical properties of all-weld metal
Y.S TS El.

(MPa) (MPa) (%)
AWS A5.14 690
Example 533 745 45
Approvals

ABS, BV, DNV, LR, KR, NK, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
KISWEL



KW-T622

Inconel 622
Classifications
EN 1SO 18274:2010 S Ni 6022 (NiCr21Mo13Fe4W3) KS B1SO 18274:2014 S Ni 6022 (NiCr21Mo13FedW3)
AWS A5.14:2011  ERNiCrMo-10 (UNS N06022) JIS Z 3334:2011 S Ni 6022 (NiCr21Mo13FedW3)
Description

* TIG consumable for inconel 22 and 625, incoloy 25-6Mo and 825 and hastelloy C-276.
« It can be used for dissimilar welding of inconel and incoloy, and carbon, low-alloy, stainless steel.

Typical chemical composition of all-weld metal (%)

C Si Mn Cr Ni Mo Fe W
0.01 0.06 0.07 22.10 Rem. 13.90 4.70 3.00

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.14 690
Example 504 765 47

KW-T690A

Inconel 690

Classifications
AWS A5.14:2011  ERNiCrFe-7A (UNS N06054)

Description

* TIG consumable for inconel 690.
« It can be used for dissimilar welding of nickel alloys, steels or stainless steels.

Typical chemical composition of all-weld metal (%)

C Si Mn Cr Ni Fe Nb
0.01 0.20 0.43 30.40 57.50 8.80 0.81

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.14 590
Example 434 633 42

KISWEL



KW-T60

Monel 400, 402, K-500
Classifications
EN ISO 18274:2010 S Ni 4060 (NiCu30Mn3Ti) KS BSO 18274:2014 S Ni 4060 (NiCu30Mn3Ti)
AWS A5.14:2011  ERNiCu-7 (UNS N04060) JIS Z 3334:2011 S Ni 4060 (NiCu30Mn3Ti)
Description

« TIG consumable for Monel 400, 402. (ASTM B127, B164, B165, UNS N04400)
« It can be used for surfacing steels and dissimilar welding of monel to steels.

Typical chemical composition of all-weld metal (%)

C Si Mn Cu Ni Mo W
0.03 0.21 3.25 2858 65.20 0.21 2.20
Typical mechanical properties of all-weld metal
YS TS El.

(MPa) (MPa) (%)
AWS A5.14 480
Example 510 31
Approvals

CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KW-T617

Inconel 617

Classifications

EN ISO 18274:2010 S Ni 6617 (NiCr22C0o12Mo9) KS B1SO 18274:2014 S Ni 6617 (NiCr22Co12Mo9)
AWS A5.14:2011  ERNiCrCoMo-1 (UNS N06617) JIS 7 3334:2011 S Ni 6617 (NiCr22Co12Mo9)
Description

* TIG consumable for Inconel 617.
« It can be used for welding parts required strength and corossion resistance at high temperature.

Typical chemical composition of all-weld metal (5%)

C Si Mn Cr Ni Mo Co Fe
0.07 0.30 0.32 22.31 Rem. 8.76 .19 0.89

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.14 620
Example 620 25
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KW-T718

Inconel 718, 706

Classifications

EN IS0 18274:2010 S Ni 7718 (NiCr19Fe19Nb5Mo3) KS B1S0 18274:2014 S Ni 7718 (NiCr19Fe19Nb5Mo3)
AWS A5.14:201  ERNiFeCr-2 (UNS N07718) JIS Z3334:2011 S Ni 7718 (NiCr19Fe19Nb5Mo3)
Description

* TIG consumable for Inconel 718, 706 and X-750.

« It can be used for welding parts required strength and corossion resistance at high temperature.
» The weld metal has the mechanical properties after aging.

Typical chemical composition of all-weld metal (%)

C Si Mn Cr Ni Mo Fe Co
0.05 0.06 0.03 17.55 52.78 3.08 19.80 0.03

Typical mechanical properties of all-weld metal

vS 1S El. Remarks
(MPa) (MPa) (%)
AWS A5.14 1140
Example 1105 1212 13 PWTH

* PWHT : 718°C x 8Hr, furnace cool 3Hr to 620°C and air cool.
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KW-TCuNi

Monel 450, Cupronickel

Classifications

EN IS0 24373:2008 S Cu 7158 (CuNi30Mn1FeTi) KS D 7044:2014 YCuNi-3
AWS A5.7:2007  ERCuNi (UNS C71581) JIS Z3341:2007 YCuNi-3
Description

* TIG consumable for 70%Cu-30%Ni Cupronickel and copper alloys.
« It can be used for surfacing steels and dissimilar welding of copper alloys with steels.

Typical chemical composition of all-weld metal (%)

c Si Mn Cu Ni Ti
0.01 0.08 0.79 Rem. 3071 0.30
Typical mechanical properties of all-weld metal
\AS TS EL.

{MPa) {MPa) (%)
AWS A5.14 345
Example 400 18
Approvals

ABS, DNV * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KW-TCuNi9

UNS 69200, Cupronickel
Classifications
EN IS0 24373:2008 S Cu 7061 (CuNi10) KS D 7044:2014  YCuNi-1
JIS Z3341:2007 YCuNi-1
Description

* TIG consumable for 90%Cu-10%Ni Cupronickel and copper alloys.
« It can be used for surfacing steels and dissimilar welding of copper alloys with steels.

Typical chemical composition of all-weld metal (5%)

C Si Mn Cu Ni Ti Fe
0.002 0.03 0.85 Rem. 10.47 0.31 0.30

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)
Example 330 468 18
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KW-TCuSnA

Phosphor bronze (Cu - 4~6%Sn)

Classifications

EN IS0 24373:2008 S Cu 5180 (CuSn5P) KS D 7044:2014  YCuSn A
AWS A5.7:2007  ERCuSn-A (UNS C51800) JIS 7 3341:2007 YCuSn A
Description

« TIG consumable for coppers, brasses and bronzes.
« It can be used for dissimilar welding of copper alloys.

Typical chemical composition of all-weld metal (%)

Cu Sn P Al Pb
Rem. 5.35 0.21 0.002 0.003

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.7 - 240 R
Example - 387 47

KW-TCuSnC

Phosphor bronze (Cu - 7~9%Sn)

Classifications
AWS A5.7:2007  ERCuSn-C (UNS C52100)

Description

« TIG consumable for copper, bronze and brasses.
« It can be used for dissimilar welding of copper alloys.

Typical chemical composition of all-weld metal (%)

Cu Sn P Al Pb
Rem. 5.35 0.21 0.002 0.003

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.7 - 240 -
Example - 443 68
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1-4043

Al 6000, Cast alloys 43, 355, 356, 214

Classifications
AWS A5.10:2012 ER4043

Description

+ 5% Si-Al filler metal that is one of the most widely used Al welding alloys for fabrication and general
repair.

» ER4043 can be used on type base metal 3003, 3004, 5052, 6061, 6063 and cast alloys 43, 355, 356, 214.
Typical chemical composition of all-weld metal (%)

Si Fe Cu Mn Mg Zn Ti Al
4.5-6.0 0.80 0.30 0.05 0.05 0.10 0.20 Rem

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)
Example 69-190 144-227 5-12

1-5183

Al 5083, 5086, 5456, 5052, 5652, 5656

Classifications
AWS A5.10:2012 ER5183

Description

» ER5183 contains high Mn, Mg and Cr, with high fracture and impact toughness.
« Applications include marin components, cryogenics, drilling rigs.

Typical chemical composition of all-weld metal (5%)
Si Fe Cu Mn Mg Cr Zn Ti

0.40 0.40 0.10 0.5-1.0 4.3-5.2 0.05-0.25 0.25 0.15

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)
Example 124-224 275-330 12-16
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1-6356

Al 5050, 5052, 5083, 5356, 5454, 5456

Classifications
AWS A5.10:2012 ER5356

Description

» Al-Mg alloys containing up to 5% Mg. ER5356 can be used on type base metal 5050, 5052, 5083, 5356,
5454 and 5456.

» ER5356 is the best aluminum that can be used near or in seawater because of its excellent corrosion
resistance.

Typical chemical composition of all-weld metal (%)

Si Fe Cu Mn Mg Cr Zn Ti
0.25 0.40 0.10 0.05-2.0 4555 0.05-0.20 0.10 0.06-0.20

Typical mechanical properties of all-weld metal

Y.S TS El
(MPa) (MPa) (%)
Example 82-206 200-310 10-18

T-5556

Al 5154, 5254, 5456

Classifications
AWS A5.10:2012 ER5556

Description

« Higher levels of Mn, Zn and Mg than ER5356, giving ER5556 increased crack resistance and good
ductility.
» Commonly used on 5154, 5254, 5454 and 5456.

Typical chemical composition of all-weld metal (%)

Si Fe Cu Mn Mg Cr Zn Ti
0.25 0.40 0.10 0.50-1.00  4.70-5.50  0.05-0.20 0.25 0.05-0.20

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)
Example 165-196 290-310 14-16
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KW-M61

Nickel 200, 201

Classifications

EN ISO 18274:2010 S Ni 2061 (NiTi3) KS BISO 18274:2014 S Ni 2061 (NiTi3)
AWS A5.14:2011  ERNi-1 (UNS N02061) JIS Z 3334:2011 S Ni 2061 (NiTi3)
Description

» MIG consumable for pure nickel , nickel alloy or repair welding of cast iron.
« It can be used for dissimilar welding of nickel, steels, monel, cupronickel and stainless steels.

Typical chemical composition of all-weld metal (%)

c Si Mn Ni Ti
0.01 0.27 0.40 95.80 3.19
Typical mechanical properties of all-weld metal
Y.S TS El.

(MPa) (MPa) (%)
AWS AB.14 380
Example 450 29
Approvals

CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KW-MNF1

Ni alloys, Cast iron

Classifications
EN ISO 1071:2003  NiFe-1

Description

» MIG consumable for cast iron and repair welding of cylinder cover, moter bed.
+ Preheat the base metal to 150 ~ 300°C is needed for prevent a crack.

« Itis only used for one pass welding.

« If a crack appeare in weldment and it grow.

« It can be stoped by making stop-hole at both end of the crack.

Typical chemical composition of all-weld metal (%)

C Si Mn Ni Fe
0.03 0.12 0.27 54.59 Rem.

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

EN ISO 1071 min. 290 min. 420 min. 6
Example 564 430 32
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KW-M82

Inconel 600, 601, 690/ Incoloy 800, 800HT

Classifications

EN ISO 18274:2010 S Ni 6082 (NiCr20Mn3Nb) KS BISO 18274:2014 S Ni 6082 (NiCr20Mn3Nb)
AWS A5.14:2011  ERNiCr-3 (UNS N06082) JIS Z 3334:2011 S Ni 6082 (NiCr20Mn3Nb)
Description

« MIG consumable for Inconel 600, Incoloy 800(HT). (ASTM B 163, B166, B167 or UNS N06082)
« It can be used for dissimilar welding of Inconel 600 with steels or stainless steels.
+ The weld metal has high strength and good corrosion resistance at elevated temperatures.

Typical chemical composition of all-weld metal (%)

C Si Mn Cr Ni Fe Nb+Ta
0.02 0.1 3.09 20.32 71.90 1.04 2.44
Typical mechanical properties of all-weld metal
Y.S TS El.

(MPa) (MPa) (%)
AWS A5.14 550
Example 368 660 48
Approvals

ABS, KR * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KW-M625

Inconel 625 / Incoloy 825

Classifications

EN ISO 18274:2010 S Ni 6625 (NiCr22Mo9Nb) KS B SO 18274:2014 S Ni 6625 (NiCr22Mo9Nb)
AWS A5.14:2011  ERNiCrMo-3 JIS 7 3334:2011 S Ni 6625 (NiCr22Mo9Nb)
Description

» MIG consumable for Inconel 625, Incoloy 825.
« It can be used for surfacing of 9% Ni steels or dissimilar welding of Inconel to stainless steels.
+ The weld metal has high strength and good corrosion resistance at broad temperature.

Typical chemical composition of all-weld metal (%)

c Si Mn Cr Ni Mo Nb
0.01 0.08 0.03 22.24 63.80 8.67 3.36
Typical mechanical properties of all-weld metal
Y.S TS El.
(MPa) (MPa) (%)
AWS A5.14 760
Example 491 770 54
Approvals

ABS, DNV, CE  * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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KW-M276

Hastelloy C-276

Classifications

EN ISO 18274:2010 S Ni 6276 (NiCr15Mo16Fe6\W4) KS B1SO 18274:2014 S Ni 6276 (NiCr15Mo16Fe6W4)
AWS A5.14:2011  ERNiCrMo-4 JIS Z 3334:2011 S Ni 6276 (NiCr15Mo16Fe6Wa4)
Description

« MIG consumable for Hastelloy C276.
« It can be used for surfacing steels and dissimilar welding of nickel alloys, steels and stainless steels.
» The weld metal has excellent resistance on pitting and crevice corrosion.

Typical chemical composition of all-weld metal (3%)

c Si Mn Cr Ni Mo w
0.01 0.04 050 15.86 57.64 16.01 3.67
Typical mechanical properties of all-weld metal
YS TS El.
(MPa) (MPa) (%)
AWS A5.14 690
Example 642 732 47
Approvals

CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.

KW-M622

Inconel 622
Classifications
EN ISO 18274:2010 S Ni 6022 (NiCr21Mo13FedW3) KS B1SO 18274:2014 S Ni 6022 (NiCr21Mo13FedW3)
AWS A5.14:2011  ERNiCrMo-10 (UNS N06022) JISZ3334:2011 S Ni 6022 (NiCr21Mo13FedW3)
Description

« MIG consumable for inconel 22 and 625, incoloy 25-6Mo and 825 and hastelloy C-276.
« It can be used for dissimilar welding of inconel and incoloy, and carbon, low-alloy, stainless steel.

Typical chemical composition of all-weld metal (5%)
c Si Mn Cr Ni Mo Fe w

0.01 0.06 0.07 22.10 Rem. 13.90 4.70 3.00

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.14 690
Example 504 765 43
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KW-M690A

Inconel 690

Classifications
AWS A5.14:2011  ERNiCrFe-7A (UNS N06054)

Description

+ AutoTIG consumable for Inconel 690.
« It can be used for dissimilar welding of nickel alloys, steels or stainless steels.

Typical chemical composition of all-weld metal (%)

C Si Mn Cr Ni Mo Fe
0.01 0.22 0.35 29.42 59.90 0.04 9.19

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.14 590
Example 523 675 44

KW-M60

Monel 400, 402, K-500

Classifications

EN ISO 18274:2010 S Ni 4060 (NiCu30Mn3Ti) KS B SO 18274:2014 S Ni 4060 (NiCu30Mn3Ti)
AWS A5.14:2011  ERNiCu-7 (UNS N04060) JIS 7 3334:2011 S Ni 4060 (NiCu30Mn3Ti)
Description

« MIG consumable for Monel 400, 402. (ASTM B127, B164, B165, UNS N04400)
« It can be used for surfacing steels and dissimilar welding of monel to steels.

Typical chemical composition of all-weld metal (%)

C Si Mn Cu Ni Mo W
0.03 0.21 3.25 28.58 65.20 0.21 2.20

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.14 480
Example 510 31

Approvals
KR, CE * Please refer to our homepage(www.kiswel.com) for further detailed information regarding approvals.
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KW-M617

Inconel 617

Classifications

EN ISO 18274:2010 S Ni 6617 (NiCr22C012Mo9) KS B ISO 18274:2014 S Ni 6617 (NiCr22Co12Mo9)
AWS A5.14:2011  ERNiCrCoMo-1 (UNS N06617) JIS Z 3334:2011 S Ni 6617 (NiCr22Co12Mo9)
Description

* MIG consumable for Inconel 617.
« It can be used for welding parts required strength and corossion resistance at high temperature.

Typical chemical composition of all-weld metal (%)

C Si Mn Cr Ni Mo Co Fe
0.07 0.30 0.32 22.31 Rem. 8.76 1.19 0.89

Typical mechanical properties of all-weld metal

Y.S TS El
(MPa) (MPa) (%)

AWS A5.14 620
Example 620 25

KW-M718

Inconel 718, 706

Classifications

EN ISO 18274:2010 S Ni 7718 (NiCr19Fe19Nb5Mo3) KS B IS0 18274:2014 S Ni 7718 (NiCr19Fe19Nb5Mo3)
AWS A5.14:2011  ERNiFeCr-2 (UNS N07718) JISZ3334:2011 S Ni 7718 (NiCr19Fe19Nb5Mo3)
Description

« MIG consumable for Inconel 718, 706 and X-750.
« It can be used for welding parts required strength and corossion resistance at high temperature.
» The weld metal has the mechanical properties after aging.

Typical chemical composition of all-weld metal (5%)
c Si Mn Cr Ni Mo Fe Co

0.05 0.06 0.03 17.55 52.78 3.08 19.80 0.03

Typical mechanical properties of all-weld metal

v.S 1S El. Remarks
(MPa) (MPa) (%)

AWS A5.14 1140

Example 961 1155 13 PWTH

* PWHT : 718°C x 8Hr, furnace cool 3Hr to 620°C and air cool.
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KW-MCuNi

Monel 450, Cupronickel

Classifications

EN ISO 24373:2008 S Cu 7158 (CuNi30Mn1FeTi) KS D 7044:2014 YCuNi-3
AWS A5.7:2007  ERCuNi (UNS C71581) JIS 7 3341:2007 YCuNi-3
Description

* MIG consumable for 70%Cu-30%Ni Cupronickel and copper alloys.
« It can be used for surfacing steels and dissimilar welding of copper alloys to steels.

Typical chemical composition of all-weld metal (%)

C Si Mn Cu Ni Ti
0.01 0.08 0.79 Rem. 30.71 0.30

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.7 345
Example 345 30

KW-MCuNi9

UNS 69200, Cupronickel
Classifications
EN IS0 24373:2008 S Cu 7061 (CuNi10) KS D 7044:2014 YCuNi-1
JIS Z3341:2007 YCuNi-1
Description

* MIG consumable for 90%Cu-10%Ni Cupronickel and copper alloys.
« It can be used for surfacing steels and dissimilar welding of copper alloys to steels.

Typical chemical composition of all-weld metal (%)

C Si Mn Cu Ni Ti Fe
0.002 0.03 0.85 Rem. 10.47 0.31 0.30

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)
Example 253 399 23
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KW-MCuAIA2

Aluminum bronze (Cu - 8.5~11.0%Al)

Classifications

EN ISO 24373:2008 S Cu 6180 (CuAl10Fe) KS D 7044:2014 YCuAl
AWS A5.7:2007 ERCuAI-A2 (UNS C61800) JIS 7 3341:2007 YCuAl
Description

* MIG consumable for aluminum bronze and many ferrous and non ferrous metals.
« It can be used for resistance to corrosion, erosion and repair welding.

Typical chemical composition of all-weld metal (%)
Cu Zn Mn Fe Si Al

Pb

Rem. 0.006 0.01 0.79 0.05 9.04

Typical mechanical properties of all-weld metal

0.001

Y.S TS El
(MPa) (MPa) (%)

AWS A5.7 414
Example 556 32

KW-MCuSi

Silicon-Bronze (Cu - 3%Si)

Classifications

EN ISO 24373:2008 S Cu 6560 (CuSi3Mn1) KS D 7044:2014 YCuSi B
AWS A5.7:2007 ERCuSi-A (UNS C65600) JIS 7 3341:2007 YCuSi B
Description

» MIG consumable for silicon bronzes, brasses and galvanized steels.
« It can be used for surfacing area subjected to corrosion.
+ Keep the weld puddle small to promote fast solidification and minimize cracking.
Typical chemical composition of all-weld metal (%)
Cu Zn Mn Fe Si Al

Pb

Rem. 0.005 0.85 0.03 2.94 0.002

Typical mechanical properties of all-weld metal

0.003

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.7 345
Example 375 43
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KW-MCuSnA

Phosphor bronze (Cu - 4~6%Sn)

Classifications

EN IS0 24373:2008 S Cu 5180 (CuSn5P) KS D 7044:2014 YCuSn A
AWS A5.7:2007  ERCuSn-A (UNS C51800) JIS Z 3341:2007 YCuSn A
Description

» MIG consumable for coppers, brasses and bronzes.
« It can be used for dissimilar welding of copper alloys.

Typical chemical composition of all-weld metal (%)

Cu Sn P Al Pb
Rem. 5.35 0.21 0.002 0.003

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.7 240
Example 391 40

KW-MCuSnC

Phosphor bronze (Cu - 7~9%Sn)

Classifications
AWS A5.7:2007 ERCuSn-C (UNS C52100)

Description

« MIG consumable for copper, bronze and brasses.
« It can be used for dissimilar welding of copper alloys.

Typical chemical composition of all-weld metal (%)

Cu Sn P Al Pb
Rem. 729 0.12 0.001 0.002

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)

AWS A5.7 240
Example 373 35
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M-4043

Al 6000, Cast alloys 43, 355, 356, 214

Classifications
AWS A5.10:2012  ER4043

Description

+ 5% Si-Al filler metal that is one of the most widely used Al welding alloys for fabrication and general
repair.

» ER4043 can be used on type base metal 3003, 3004, 5052, 6061, 6063 and cast alloys 43, 355, 356, 214.
Typical chemical composition of all-weld metal (%)

Si Fe Cu Mn Mg Zn Ti Al
4.5-6.0 0.80 0.30 0.05 0.05 0.10 0.20 Rem

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)
Example 69-190 144-227 5-12

M-5183

Al 5083, 5086, 5456, 5052, 5652, 5656

Classifications
AWS A5.10:2012  ER5183

Description

» ER5183 contains high Mn, Mg and Cr, with high fracture and impact toughness.
« Applications include marin components, cryogenics, drilling rigs.

Typical chemical composition of all-weld metal (5%)
Si Fe Cu Mn Mg Cr Zn Ti

0.40 0.40 0.10 0.5-1.0 4.3-5.2 0.05-0.25 0.25 0.15

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)
Example 124-224 275-330 12-16

KISWEL



M-5356

Al 5050, 5052, 5083, 5356, 5454, 5456

Classifications
AWS A5.10:2012  ER5356

Description

» Al-Mg alloys containing up to 5% Mg. ER5356 can be used on type base metal 5050, 5052, 5083, 5356,
5454 and 5456.

» ER5356 is the best aluminum that can be used near or in seawater because of its excellent corrosion
resistance.

Typical chemical composition of all-weld metal (%)

Si Fe Cu Mn Mg Cr Zn Ti
0.25 0.40 0.10 0.05-2.0 4555 0.05-0.20 0.10 0.06-0.20

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)
Example 82-206 200-310 10-18

M-5556

Al 5154, 5254, 5456

Classifications
AWS A5.10:2012  ER5556

Description

« Higher levels of Mn, Zn and Mg than ER5356, giving ER5556 increased crack resistance and good
ductility.
» Commonly used on 5154, 5254, 5454 and 5456.

Typical chemical composition of all-weld metal (%)

Si Fe Cu Mn Mg Cr Zn Ti
0.25 0.40 0.10 0.50-1.00  4.70-5.50  0.05-0.20 0.25 0.05-0.20

Typical mechanical properties of all-weld metal

Y.S TS El.
(MPa) (MPa) (%)
Example 165-196 290-310 14-16
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Aluminum MIG Consumables

MIG Welding Parameters by
Joint Design

Base metal n A A . Wire Weldin Travel Gas flow
thickness Wel_d ing Sl dallif by diameter currne? Voltage speed rate

(mm) ~ Positiontype  gap  passes ., (A) (cm/min) (&/min)
16 F A 0 1 0.8 70-110 15-20 2545 12
) F F 24 1 0.8 70-110 15-20 2545 12
24 F A 0 1 0.8-1.2 110-145 18-22  25-45 15
' FV.H,O F 3.2 1 0.8 110-130 18-23  23-30 15
24 F A 0-2.4 1 0.8-1.2 120-150  20-24  24-30 15
) EV,H, 0 F 4.8 1 0.8-1.2 110-135 19-23 18-28 15
EV.H B 0-1.6 1f,1b  0.8-1.2 130-175  22-26  24-30 17
FEV,H E 0-1.6 1 1.2 140-180  23-27  24-30 30
3.2 6] E 0-1.6 2f 1.2 140-145  23-27  24-30 30
FV G 24-4.8 2 1.2-1.6 140-185  23-27  24-30 17
H O G 4.8 3 1.2 130-175  23-27  25-35 30
F B 0-2.4 1f,1b 1216 175-200 24-28  24-30 20
F E 0-2.4 2 1.2-1.6 185-225 24-29 24-30 20
48 V,H E 0-2.4 3f, 1b 1.2 165-190  25-29  25-35 22
' 0 E 0-24 3f,1b  1.2-1.6 180-200  25-29  25-35 30
[AY G 3.2-6.4 2-3 1.2-1.6 175-225  25-29  24-30 20
O,H G 6.4 4-6 1.2-1.6 170-200  25-29  25-40 30
F C-90° 0-2.4 1, 1b 1.6 225-290  26-29  20-30 25
F E 0-2.4 2, 1b 1.6 225-290 2629  25-35 25
10 V,H E 0-2.4 3f, 1b 1.6 190-220  26-29  24-30 26
0 E 0-2.4 5f, 1b 1.6 200-250  26-29  25-40 40
EV G 6.4-9.6 4 1.6 210-290  26-29  24-30 25
O, H G 9.6 8-10 1.6 190-260  26-29  25-40 40
F C-60° 0-24 3f,1b  1.6-24  340-400  26-31  14-20 30
F E 0-3.2 4, 1b 24 325-375  26-31  16-20 30
20 V,H, 0 E 0-1.6 8f, 1b 1.6 240-300 26-30  24-30 40
F D 0-1.6 3f, 3b 1.6 270-330  26-30  16-24 40
V,H, 0 D 0-1.6 6f, 6b 1.6 230-280 26-30 ___16-24 40

Welding positions : F flat, V vertical, H horizontal, 0 overhead Weld passes : f, front, b,back

Joint designs for Metal Inert Gas(MIG) welding

60°
Y
Base Plate A Base Plate / C

D A o0
Base Plate B Base Pla?(< > D
e S I I G

60° 60"
e o
Base Plate\ 7 E Base Plate F Base Plate\ 7 G
Temporary Backing Permanent Backing Permanent Backing
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TIG Welding Parameters for
lap and fillet Welds

Power source : AC or DC GTAW
Shielding gas : 100% Argon (recommended)

Parameters

Tungsten : Pure or Zirconated Fflat. H horizontal, 0 overhead

Base metal Welding Wire Tungsten Gascup Gas flow Welding Travel Filler

thickness D diameter size i) (cf/hr) curmet speed  consumption
mm P (mm) (mm) (AC)  (cm/min) (kg/10m)

16 FHV 2.4 1.6-2.4 9.5 16 70-110  200-250 0.08

) ] 24 1.6-2.4 9.5 20 65-90 200-250 0.08

F 24-3.2 3.2-4.0 9.5 18 110-145  200-250 0.15

24 HV 24 24-3.2 9.5 18 90-125  200-250 0.15

0 24 3.2-4.0 9.5 20 110-135  200-250 0.15

F 3.2 3.2-4.0 1.2 20 1356-175  250-300 0.30

3.2 HV 3.2 24-32 9.5 20 115-145  200-250 0.38

] 3.2 24-3.2 1.2 25 125-155  200-250 0.30

F 4.0 4.0-4.8 12.7 25 190-245  200-250 0.70

48 HV 4.0 4.0-4.8 12.7 25 175-210  200-250 0.85

] 4.0 4.0-4.8 12.7 30 185-225  200-250 0.70

F 4.8 4.8-6.4 12.7 30 240-295  200-250 1.05

6.4 HV 4.8 4.8 12.7 30 220-265  200-250 1.35

0 4.8 4.8 12.7 30 230-275 __200-250 1.05
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Tips forWelding Aluminum

Clean the Weld Zone

Aluminum must be properly prepared and cleaned prior to welding to insure good results. Some of the
primary causes of problems that occur when welding aluminum are due to improper plate cleanliness
and preparation. Before welding all moisture, lubricants, coatings, ink, dirt and oxides must be properly
removed from the base metal. It is first necessary to make sure there is no moisture present and the aluminum
is at room temperature. Cold aluminum can condense moisture upon welding and create porosity.

If necessary, aluminum may be preheated up to 65.5°C to eliminate moisture.

Lubricants and coatings are the next step. Most aluminum will be supplied with some sort of protective
oil or coating. This should be first treated with toluene solvent, which will remove the oils and greases
that may be present. All joint areas should be thoroughly cleaned and dried with a clean, un-contaminated
cloth. Do not use compressed air to dry components as this will most likely contain contaminants.

Oxides

Oxides that form on the surface of aluminum are one of the common reasons for poor or failed joining of
the filler metal to the base plate when welding. These oxides can be removed a couple of ways;

The first way is to use a stainless steel scratch brush that has not been used on any ferritic steels, as the
brush can pick up carbon or other contaminates from carbon steel. Clean the brush frequently with toluene
solvent. Power brushing may also be done at low RPM's to avoid deforming the base metal.

The second is an acid cleanser lyour distributor may have this in stock). After cleaning the area should be
rinsed and dried, followed by brushing as noted above.

Heavy oxidation can also be removed with a hot sodium hydroxide etching solution with a nitric acid
rinse. This is more stringent cleaning method and necessitates milling or wire brushing before welding.

Grinding
Grinding may also be performed in surface preparation, but be sure to use a flexible disc that is rated for

aluminum. Typically a 30 - 50 grit is adequate to prevent loading up the disc surface. Keep pressure light
to prevent deforming the base metal surface. Wheel grinders are not recommended.

Shielding Gas

Aluminum requires a completely inert shielding gas (no oxygen or CO2). Recommended gases are : 100% argon,
100% helium or an argon/helium mix.The most widely used shielding gas in aluminum welding is 100% argon.
This is due to a couple of factors; firs tis the cost.

Helium is significantly more expensive than argon but argon gives good results in both TIG and MIG welding
of aluminum. Also, helium enhances penetration when welding on heavier gauge materials, this can be
of benefit, but usually this is not the case inTIG welding as most applications are on thinner materials.

In this case, helium is not necessary.
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Tips forWelding Aluminum

Equipment check for MIG welding

For optimum performance when MIG welding, the following equipment should be used; "U"-shaped drive
rolls with proper tension (Aluminum can easily be deformed by over-tightening or by using "V" or knursed
drive rolls), Teflon or nylon liners and guides, make sure contact tips and nozzles are free of damage or
spatter build-up, See that drive rollers are aligned properly with input and output guides. Check all gas
connections and water cooling system for leaks, and make sure contact tips are the correct size for your
wire diameter.

It is best to use a MIG gun with a straight or slightly curved neck (sharp bends can cause binding).
Check all electrical connections and replace worn or damaged components or tighten where necessary
(C.V.power supplies rely on good electrical connections in order to send the proper signal back to the
machine).

Tungsten choices

The standard tungsten electrode for aluminum welding is the Pure Tungsten, EWP (green tip). It produces
a stable arc once the ball is formed. Although it's high purity somewhat diminishes it's current carrying
capacity, pure tungsten is generally more obtainable and has long been the industry standard.

The Zirconated Tungsten, EWZr (Brown tip) is similar to the Pure but with better current carrying capacity.
EWZr-l is more resistant to contamination than pure tungsten and has good radiographic-quality welding
properties.

DC TIG welding

Nearly all aluminumTIG welding is done with AC current (high frequency), and is the only recommended
way to TIG weld aluminum. However, the question comes up regularly if DCTIG will work on aluminum.
The principal factor here are the oxides that form on the surface of aluminum. Aluminum melts at approx.
650°C, while aluminum oxides melt at approx. 2,040°C.

These oxidizes form almost instantly once aluminum is clean and unprotected. DC current simply does
not have the "bite" necessary to cut through the oxides as high frequency AC current does. While DCTIG
can be performed with the use of pharmaceutical grade High Purity Helium and a powerful etching solution,
It is usually not worth the effort and expense.
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Trouble Shooting

Problem TIG Welding MIG Welding Solution

- Check connections and re-ground.

- Broken circuit - bad ground - Broken circuit - bad ground
No shielding gas No shielding gas Check gas supply and regulator
Psoor {-\rc -Wrong polarity -Wrong polarity - pressure, pre-purge.
tarting - Anodizing or coating on metal - Anodizing or coating on metal : gh:lfnge polarity tal cleani
R N . R : - Perform proper metal cleaning.
Defective cooling system Improper wire feed rate Repair cooling system or dial in wire feed rate.
- Check or repair electrical connections.
- Inconsistent voltage flow - Inconsistent voltage flow - Perform proper metal cleaning.
- Contaminated joint area - Contaminated joint area - Stop welding, adjust ground clamp
Unstable Arc - Arc blow (Strong magnetic field) - Arc blow position to eliminate magnetic field.
- Oversized electrode diameter - Conduit angle too high - Reduce electrode size or adjust angle.
-Workpiece is too cold -Workpiece is too cold - Let stand at room temperature for 24 hours or
preheat to 150F
- Hydrogen contamination on wire - Hydrogen contamination on wire - Keep wire in a low humidity container and
or base metal or base metal perform proper metal cleaning.
. - Base metal cooling too fast - Base metal cooling too fast - Pre-heat heavy sections or slow travel speed.
Porosity -Wet or dirty gas shield -Wet or dirty gas shield - Replace gas supply
- Insufficient or interrupted gas flow - Insufficient or interrupted gas flow - Increase flow rate or block cross wind.
- Current setting too low - Current setting too low - Increase welding current
- Increase gas flow rate, block cross wind,
~ " ~ " change gun angle, replace clogged or
Di 1d ?adequ.ate g;srflhleld ' :?adequ_ate g;sf_Tlhleld i damaged gas nozzle, hold nozzle closer to work.
irty welds - Contaminated fi efere_ta. X - Contaminated fi s.fere_ta. . - If wire was stored and handled properly,
- C injointarea - Ci injointarea  contact Washington Alloy.
- Perform proper metal cleaning.
.COIO' -Wrong filler metal -Wrong filler metal - Consult alloy selection chart and foot notes.
mis-match
-Welding current too low -Welding current too low - Inlcrease wleldlngdcu“ent adl
Lack of -Travel speed too fast -Travel speed too fast : § ow travel Ispeeh, a Pw pu ,eu; penetrate
lu:iconoor - Arc length too long - Arc length too long - Pe:ﬂfuce arc lengtl orlmTrasg wire feed speed.
penetration - Contaminated weld joint - Contaminated weld joint : Re or;v) proper Teta -cleaning
R R - Reconfigure join
\gr?d"g groEve shapel \(I)Vn_)dng gro«l))ve shapel (see fig.A thru G in joint design section)
- Oxides on base meta - Oxides on base meta - Perform proper metal cleaning
- Re-check Alloy selection chart and sub notes.
- Check parameter chart and adjust voltage
-Wrong filler metal -Wrong filler metal - Slow travel speed, allow full puddle to form.
-Voltage too high -Voltage too high - Perform proper metal cleaning
Weld -Too little filler metal in joint -Too little filler metal in joint - Narrow joint gap or increase bevel angle
Cracking - Contaminated weld joint - Contaminated weld joint Pre-heat heavy sg@ovs.
- Shrinkage due to joint design - Shrinkage due to joint design - Clamp parts to ITIII'II("IZEAS(I'GSS.
~Wrong welding technique ~Wrong welding technique - Reduce heat zone with higher traverse speed.
- Make convex beads, not concave.
Make sure weld puddle is not too small.
Minimize super-heated molten metal.
- Adjust arc length or recess contact tip.
- Contact tip touches puddle - Increase feed speed for C.C. and decrease voltage
-Wire feed too slow onCv
- Current surge arching in tip - Reduce Run-in feed speed for C.V.
-Wire too soft or kinked - gonltact Nexsl or y(:jur supzlier. o .
- Conduit dirty, d d - Replace conduit and consider a push-pull gun i
to‘::nlol::g iy, damaged or shortening the conduit is not feasible.
Bum back -Tungsten touches puddle - MIG gun over-heating - Lower duty cycle or replace gun with
~ Arching i tip a water-cooled model.

- Match the tip size with wire diameter

- Clean or replace tip - Use "U" shaped drive roll.
Properly align with input guide, drive roll tension

- Spatter build up on tip
- Aluminum shavings in liner or

contact tip. should be just enough to prevent slipping.
-Wrong polarity Make sure you are using aTeflon liner.
- Line voltage fluctuation - Change polarity

- Use line voltage control
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Selection Guide For
Aluminum Welding

2010 31903330 200D 510,520 70087005 6009 e O »

2060 3540,3550 I ASTD gi30 5100 70397100 G010 10T ccs ans _
Base 200 caso  BLMI0 pe ™ g gop 8191620 5254
metal : 4440 - : 6351, 6951

1060, 1070, 1080, 1350 ER4145  ER4145 ER4043:° ER5356°¢  ERG356%¢  ERA4043*®  ER4043" ER5356° ER4043"¢ ER5356°¢

1100, 3003, AI'3003  ER4145  ER4145 ER4043:° ER5356°¢  ERG366%¢  ERA4043*®  ER4043° ER5356° ER4043"¢ ER5356°¢

2014, 2036 ER4145¢  ER4145¢ ER4145 - - ER4145 ER4145 - -
2219 ER2319°  ER4145¢ ER41450 ¢ ER4043 ER4043 ER4043%>  ER4043" - ER4043"  ER4043
3004, Al'3004 - ER4043° ER4043° ER5356' ER5356' ER4043>  ER4043>! ERG5356! ER5356' ER5356'
5005, 5050 - ER4043° ER4043° ER5356' ER5356" ER4043>  ER4043>' ER5356! ER5356' ER5356'
5052, 5652' - ER4043° ER4043" ER5356" ER5356" ER4043>  ER5356°' ER5356' ER5356' ER5356'
5083 - - ER5356¢ ¢ ER5356¢ ER5183¢ - ER5356° ER5356° ER5183' ER5356¢
5086 - - ER5356¢ ¢ ER5356¢ ER5356¢ - ER5356° ER5356° ERG5356¢ ER5356¢
5154, 52541 - - ER4043" ER5356" ER5356" - ER5356" ER5356" ER5356' ER5356"
5454 - ER4043° ER4043" ER5356" ER5356" ER4043">  ER5356%' ER5356" ER5356°"
5456 - - ER5356° ¢ ER5356¢ ER5556¢ - ER5356°  ER5356¢

6005, 6061, 6063
6101, 6151, 6201 ER4145 ER4145>c  ER4043"'9 ER5356" ER5356°! ER4043*"¢ ER4043" "9
6351, 6951

6009, 6010, 6070 ~ ER4145 ER4145°c  ER4043%>¢ ER4043 ER4043  ER4043:%¢

7004, 7005, 7039

. 3 - . .
7100, 712.0 ER4043 ER4043 ER6356'  ER5356:
511.0,512.0, 513.0 i ] ) )
514.0,536.0 ER4043 ER5356

356.0, A356.0, 357.0
A357.0,413.0,443.0 ERA4145 ER4145"° ER4043>"
A444.0

319.0, 333.0, 354.0
355.0, C355.0

ER4145¢ ER41450ch

201.0,206.0, 224.0 ER2319%"

. ER4145 can also be used in some applications.
. ER4047 can also be used in some applications.
. ER4043 can also be used in some applications.
. ER5183, ER5336 or ER5556 may also be used.
. ER2319 can also be used in some applications.
ER5183, ER5356, ER5554, ER5556 and ER5654 can also be used.

- o o 0 T o
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Selection Guide For
Aluminum Welding

Base 1100 1060
metal 5052 5005 3004 2014 1070
Base BB HiH 5356 5050 Alc.3004 22ty 2036 Al?:.gntﬁla 1080
metal 1350

1060, 1070, 1080, 1350 ~ ER5356¢ ER5356¢ ER4043"¢  ER1100°c  ER4043°¢  ER4145°¢ ER4145 ER1100>¢  ER1188b M

1100, 3003, AI'3003 ER5356¢ ER5356¢ ER4043"¢  ER1100°c  ER4043"¢  ERA4145"¢ ER4145 ER1100>¢

2014, 2036 - - - ER4145 ER4145 ER4145¢ ER4145¢

2219 - - ER4043" ERM00=>  ERA4043:° ER2319°
3004, AI'3004 ER5356¢ ER5356¢ ER5356° f ER5356%'  ER5356°'

5005, 5050 ER5356¢ ER5356¢ ER56356%¢  ER5356%

5052, 5652/ ER5356¢ ER5356° ER5654¢ "1
5083 ER5356¢ ER5183¢
5086 ER5356¢

5154, 52541
5454
5456

6005, 6061, 6063
6101, 6151, 6201
6351, 6951

6009, 6010, 6070

7004, 7005, 7039
710.0, 712.0
511.0, 512.0, 513.0
514.0, 535.0

356.0, A356.0, 357.0
A3570, 413.0, 443.0
Ad44.0

319.0, 333.0, 354.0
355.0, C355.0

201.0, 206.0, 224.0

g. ER4643 and ER4943 provide higher tensile strength than ER4043 and are used for solid solution and aging
treatment after welding thick 6XXX base metal.

h. In some cases, the same welding material as the base material is used.

i. Base alloys 5254 and 5652 are used in hydrogen peroxide related fields. ER5654 is used for welding base metals
used at temperatures below 66°C.

j. ER1100 can also be used in some applications.
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APPENDIX

GENERALINFOMATIONT )

ASW / EN ISO SPECIFICATION

SMAW | K-8018B2 Aws Classification
AWS A5.5 E8018-B2

Electrode ‘

MinimumTensile Strength
(80=80ksi)

Welding Position
(1=All position, 2=Flat & Horizontal)

Type of Current and Coating
Designates the chemical composition of the undiluted weld metal

GMAW(SOLID) | KC-25 Aws Classification
AWS A5.18

S
Electrode
Rod
MinimumTensile Strength

~
o

—im
—>

(70=70ksi)
Solid

Chemistry, Amount of Deoxidizers
(Silicon. Manganese. Aluminum. Zirconium. Titanium X=2, 3, 4, 6, 7 or G

W

GMAW(FCW) | K-81TM AWS Classification
AWS A5.29

E 81T1-Ni1M

Current Carrying Electrode T —(
MinimumTensile Strength

(8=80ksi)
Welding Position

('0'= Flat & Horizontal Only. 'I' = All Position)
Tubular Electrode (Flux Cored)

(Specifies Requirements for Polarity and General Operating Characteristics)

Usability

Deposit composition designator

Shielding GasType
('M'=75-80% Ar/Balance CO2 Mixed Gas, 'C'= 100%CO2 Blank=No Shielding Gas)

SAW | EF-100H/KD-50 Aws Ciassification
AWS A5.17 F7A(P)2-EH14

Flux ‘

MinimumTensile Strength
(7=70-95ksi)

Heat treatment condition
("A": As-Welded/"p":PWHT (Post weld heat treatment))

Temperature of charpy V-notch test
(Minimum average impact value : 27J)

Classification symbol for combination wire

KISWEL
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~ ( GENERALINFOMATIONT )

SMAW | EN ISO 3580-A Classification of covered electrodes for Manual Metal ArcWelding of creep resistant steels

E CrMo1l B 3 2 H10 K-8018B2
How (ml/100g)
H5 = max.5 Symbol positions
Hydrogen content—» | H10=max. 10 1 PA, PB, PC, PD PE, PF PG
H15 = max.15
2 PA, PB, PC, PD PE, PF
3 PA, PB
" i 4 PA
Welding positions >
5 PA,PB, PG
In accordance with IS0 6947:2011
——> Curment type and recovery —— Nominal electrode
Symbol L. o Type of covering
efficiency, n, %
v
A Acid 1 AC+DC
Type of - N<105
covering C Cellulosic 2 DC
R Rutile 3 AC+DC
105<N <125
RR Rutile thick Coated 4 DC
RC Rutile Cellulosic 5 AC+DC
1256< D <160
RA Rutile Acid 6 DC
RB Rutile Basic 7 AC+DC
N> 160
B Basic 8 DC
Chemical c si Mn P s or Mo y | Oer
v composition elements
Chemical Mo 0.10 0.80 0.40-1.50 0.030 0.025 0.2 0.40-0.70 030
ition MoV 0.03-0.12 0.80 0.40-1.50 0.030 0.025 0.30-0.60 | 0,80-1.20 | 0.25-0.60
CrMo0.5 0.05-0.12 0.80 0.40-1.50 0.030 0.025 0.40-0.65 | 0.40-0.65 -
CrMo1 0.05-0.12 0.80 0.40-1.50 0.030 0.025 0.90-1.40 | 0.45-0.70 -
CrMo1L 0.05 0.80 0.40-1.50 0.030 0.025 0.90-140 | 0.45-0.70 -
CrMoV1 0.05-0.15 0.80 0.70-1.50 0.030 0.025 0.90-1.30 | 0.90-1.30 | 0.10-0.35
CrMo2 0.05-0.12 0.80 0.40-1.30 0.030 0.025 2026 | 090-130 -
CrMo2L 0.05 0.80 0.40-1.30 0.030 0.025 2.0-26 | 0.90-130 -
—
CrMo5 0.03-0.12 0.80 0.40-1.50 0.025 0.025 4060 | 0.40-0.70 -
CrMo9 0.03-0.12 0.60 0.40-1.30 0.025 0.025 8.0-10.0 | 0.90-1.20 0.15 Ni 1.0
Ni 0.40-1.00
CrMo91 0.06-0.12 0.60 0.40-1.50 0.025 0.025 8.0-105 | 0.80-1.20 | 0.15-0.30 |Nb0.03-0.10|
N 0.02-0.07
Ni 0.8
CrMoWV12 0.15-0.22 0.80 0.40-1.30 0.025 0.025 10.0-12.0 | 0.80-1.20 | 0.20-0.40 W 0.40.0.60

———» Covered electrode

EX KISWEL



GMAW(SOL'D) | ENISO 14341-A Ciassification of solid wires and deposits for MIG/IMAG welding of non alloy and fine grain steels

G 42 2 M21 2Si KC-25
Chemical composition, % (by mass)
Symbol C Si Mn P S Ni Mo Al Ti+Zr
25i |0.06t00.14/050t00.80/0.90t0 130| 0025 | 0.025 | 015 0.15 002 0.15
351 |0.06t00.14|070t0 1.00| 130t0 160 | 0.025 | 0.025 | 0.15 0.15 002 0.15
35i2 |0.06100.14 10010 1.30[130t0 160 | 0.025 | 0025 | 0.5 0.15 002 0.15
4Si1 |0.06t00.14/0.80t01.20| 1600 1.90| 0.025 | 0025 | 015 0.15 002 |005t00.25
2Ti |0.06100.14]0.40t00.80/0.90t0 140| 0025 | 0.025 | 0.15 015 00510020 015
- 2A1 |0.08100.14/0.3000.50(0.90t0 130 | 0.025 | 0025 | 0.15 015 [035t0075| 015

3Ni1 |0.06t00.14|050t00.90[ 1.00t0 160| 0.020 | 0.020 [080to150| 0.15 0.02 0.15

Symtol| Temp. 2Ni2 |0.06t00.14|0.4010 0.80| 0.80t0 140| 0.020 | 0.020 |210t02.70| 015 002 0.15

Z | Noregiment 2Mo |0.0800.12[0.30100.70{090t0 1.30| 0.020 | 0.020 | 015 |040t0060| 0.2 0.15

Al +20 4Mo  |0.0600.14{0.50t0 0.80| 17010 2.10| 0.025 | 0025 | 015 |040t00.60| 002 0.15

0 0 z Any other agreed composition

2 -20

3] -3

4 | 40

: 22 L Type of shielding gas ———| g2t gslAr15 250

70 70

8 | 80

9 | -9

10 | -100

\—0 Temperature of impact test (Minimum average value : 47J)

Symbol Welr:'ag:;\gth TensT;:A ?;tar?ngth Elor;“g/stion
35 > 355 440-570 222%
> Symbol for tensile properties(MPa) ——» % 2380 41060 220%
42 2420 500-640 220%
46 2460 530-680 220%
50 2500 560-720 218%

———> Solid wire for GMAW-process
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~ ( GENERALINFOMATIONT )

GMAW(FCW) | ENISO 17632-A Classification of tubular electrodes for metal arc welding with or without a gas shield of non alloy and fine grain steels

T 5 4 1INi P M21 1 H5 K-81TM
How (ml/100g)
Hydrogen H5 = max.5 Symbol positions
content :1‘; =max. 10 1| PA,PB, PC, PD PE, PF, PG
=max.15
I — 2 PA, PB, PC, PD PE, PF
3 PA, PB
. i 4 PA
Welding positions —»
5 PA,PB, PG
In accordance with ISO 6947:2011
v

Type of M21=Mixed gas(Ar+(15-25%)CO2)
Symbol | Temp. i
shielding gas C1=100% CO2
Z | Norequiment
A +20 — o
Symbol | Characteristics | Types of weld | Shielding Gas
0 0
R Rutile, Single and Required
2| 2 ——> Type of electrode core ——» Slow freezing slag| Multiple pass d
3] 30 Rutile, Single and .
4 40 P Fast freezing slag | Multiple pass Required
. Single and .
5 -50
B Basic Multiple pass Required
6 0 Single and
7 70 M Metal powder Multple pass Required
8 | & Rutile or ) ]
s m \ BasicFluoride Single pass | No Required
Basic/Fluoride, | Single and .
10 | -100
w Slow-freezing slag| Multiple pass No Required
Basic/Fluoride, Single and .
¥ Fast-freezing slag | Multiple pass No Required
z Other types
» Chemical position ———> | Symbol Mn Si Ni Mo
T " fi ot test No Symbol 20 - 0.5 0.2
lemperature of Impact test
(Minimum average value : 47J) Mo 4 . 05 | 03-06
3 MnMo | 14-20 - 05 0.3~06
i i Ni 14 08 0.6~12 02
Symbol Symbol Yield ’agength TensﬂeM SPtrength Elonogat\on .
for (MPa) (MPa) (%) 15Ni 16 - 12~18 | 02
tensile 35 2355 440-570 >22% 2Ni 14 - 18~26 02
properties 38 >380 470-600 >20% 3Ni 14 - 26~38 02
(MPa) 42 2420 500-640 220% Mn1Mo | 14-2.0 - 0.6~12 02
46 2460 530-680 220% NiMo | 14-20 - 06~12 | 03~06
50 >500 560-720 >18% z Any other agreed composition

——> Flux-cored wire
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SAW | ENISO 14171-A Classification of wire and wire/flux combinations for submerged arc welding of non alloy and fine grain steels

S 46 3 AB S4 1 EF-100H/KD-50

Symbol Description Chemical composition, % by mass)™*
Symbal c si in P s Vo N o «
ms Manganesesilicate S1 005100.15 015 03510 060 0025 0025 015 015 015 030
PP E—— s2_ |omwots| o1 |omwin| o5 | 0w | ot 015 015 [E)
St |omw0ts | o1 | twwis | oms | oms | oms 015 015 030
Type CG | Calcium-magnesium S4  [0070015 | 015 | 1750225 | 0025 0025 015 015 015 030
of flux - - SIS | 00710015 | 01510040 | 03510080 | o005 | o005 | ot 015 015 [E)
S5 | 00710015 | 01510040 | 08000130 | o0z5 | oo | ot 015 015 030
oo | Cummagnesin | |55 | 0070016 | 0400000 | 001 | 0w | oo | o 015 o1 03
Symbol| Temp. Ca‘wv,:,‘m!;:esw S35 | 00710015 | 01510040 | 1300185 | 0020 | 0w5 015 015 015 030
Z | Morginen B | basicwithiion SIS | 00710015 | 0510040 | 1850225 | 000 005 015 015 015 03
65 | Megresumsicate || SMo | 0710015 | 00510025 | 0351008 | 0025 | 0025 | 046085 | 0% 015 0%
Al 0 SMo_ | 00710015 | 00510025 | 0800130 | 0025 | 0025 | odotonss | 015 015 030
0 0 | Zwonimsicte | |"yorig | 00710015 | 0151003 | 10010135 | 0025 | 0025 | odbwooss | - - [E)
s — SiMo_ | 0070015 | 0050025 | 1t0175 | 0025 | 0025 | 0doto0ss | 015 015 [E)
2] SiMo_ | 0070015 | 00510025 | 17510225 | 0025 | 0025 | odoto0ss | 015 015 030
3 | a0 AR | Auminatenutle SaNT_| 0070015 | 00510025 | 0800130 | 00 | 000 | 015 | omwiw| ot 0%
P . SIN15 | 00710015 | 00510025 | 0800130 | 0020 | om0 | o | aowt@ | o 030
41 4 SN2 | 0070015 | 00510025 | 0800130 | 000 | 0020 015 | 1800240 | ot 030
5 | 50 s | Acdatuminumsicate | | SaN3_ | 00710015 | 00510025 | 0800130 | o0 | o0 | 015 | 2awanm| o 03
- SINTMo_| 0071005 | 00510025 | 0800130 | 000 | 0020 | 05005 | 0800120 | 020 030
6 | -60 S5 _| 00710015 | 00510025 | 100170 | 000 | oow | ot | 1avwis | om B
71 20 25 | Auminatosiicate | | SINMo | 00710015 | 00510025 | 13010180 | 0020 | 0020 | 04510085 | 08010120 | 020 0%
SINTMO0Z | 00710015 | 0101003 | 12010160 | 0015 | 0015 | 0510030 | 08010125 | 015 030
8 | 8 AF | Aminate fluoride 4sic | |"Saningio | 00710015 | 00510025 | 12010180 | 0020 | 0020 | 0300050 | 12000180 | 020 0%
9 | 9 8 Fuorde-basic SINMCu_| 00810012 | 01510035 | 07010120 | 0020 | 00m | 0% | 06510080 | 040 | 040t00s
oo | SoN1Cy [ 005007 [ 0t6t0040 [ 120010 | 05 | ows | om |oww| o |omwim
10 | -100 z  other agree = —
compositon v
Temperature of impact test
(Minimum average value : 47J)
v

Symbol for tensile

properties(MPa)
Two-run Two-run

Minimurm Parent Minimur tensile Yield Strength | Tensile Strength | Elongation

Symbol | material yield strength | strength of welded joint Symbel (MPa) (MPa) (%)

MPa MPa 35 >355 440570 222%

o 275 370 38 2380 470600 >20%

El 355 470 @ 2420 500640 >20%

a4 420 520 4% 2460 530-680 >20%

5T 500 600 50 2500 560-720 >18%

———>» Submerged arc welding
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~ ( Listofdrying Condtionfor SMAW )

q water contents Temp. Time
- Type of Coverin: Product o .
v 9 (%) (c) (min)
High cellulose KCL-10, KCL:1 6.0 70~80 30
e K- 6012, KR-3000
High titania KR-3000V 3.0 70~100 30~60
Iron oxide titania KI-101LF 3.0 70~100 30~60
mild steel ighii i
Highiron oxide, ¢ 390 ¢ 20 120-150 30~60
iron powder
lime titania KT-303 3.0 70~100 30~60
KH-500LF, KH500VLF
Low-hydrogen KH-500W, KH-500T 0.5 300~400 60~120
High cellulose K-7010G, K-8010 G 6.0 70~80 30
Iron powder, titania ~ K-7014, K-7024 2.0 120~150 30~60
high tensile N KK-50LF, K-7016HR 9
g L Low-hydrogen KK-55, KK-60, KK-70 05 300~400 60~120
gth steel
Low-hydrogen K-7018, K7018HR
ron Vowdger K-7018N, K-8018 05 300~400 60~120
P K-9018M, K-10018D2
atmospheric High cellulose K-7010A1 6.0 70~80 30
r::;:i:;'& KW-50G, K-7016A1
o t Low-hydrogen K-8016B2, K-8016B8 05 300~400 60~120
ow temperature K-8016C1, K-8016C4
service &
heat-resisting Low-hydrogen KW-50WH, K-7018A1 -
steel iron powder K-9018B3, K-8018C3 05 300-400 60-120
High titania KM-100, KM-300R 25 70~100 30~60
R KSB-2
_ lime titania KOSPEL-800R 15 70~120 30~60
: KM-300, KM-500
Low-hydrogen KM-700M, KM-900 05 300~400 60~120
KQD-600
. KST--307-15
lime KT309Mo-15 05 250~350 30~60
stainless steel KST-308, KST308L
o KST-309, KST-309L
lime titania KST:316, KST316L 15 250~350 30~60
KST-410, KST-2209
q . KL-100, KC-50
cast iron graphite KFN-50, KSN-100 15 70~120 30~60
EF-100, EF-100H, EF-100S
EF-200, EF-200K, EF-200V
s agglomerated oy ER g00LT 01 250~350 60
arc welding type

EF-200LT Plus, EF-200F
EF-300N
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~( WELDING CONSUMABLES GUIDANCET )

1. MAG Welding(Flux cored wire)

40kgf/mm’
(400N/mm’)

50kgf/mm® | | K-70T, K-71T, K-71TLF, K-71TM,, K-71TP, K-70TB, K-71UT, K-71TSR, KX-100
(490N/mm’)| | KX-200, KX-200H, K-70ST, KX-70CM, KX-706M, K-EG2, K-EG3

55kgf/mm’
(540N/mm’)

60kgf/mm’ | |K-81T, K-81TM, K-82T, K-82TM, K-80ST, K-80TK2
(590N/mm’)| | K-81TK2, K-81TSR, KX-300, K-91T, K-91TK2

80kgf/mm’
(790N/mm’)

SeffShield | | 50kgf/mm’
Few (490N/mm’

0.5%Mo K-81TA1
0.5%Mo
Low-alloyed | |Requirements 1.25%Cr K-81TB2(L)
High Base metal

Temperature | | Composition 1.0%Mo .
2owncr | [K9TTB3WL
1.0%Mo
*E{ nCr HK-Q1TBS,K—101TBQ ‘

30
ﬁ Charpyv | |K-7OTB, K-71TB, KX-706M, K-81T, K-91T ‘

K-61T (POS-AG steel)

Mild steel,
High tensile
stress

Requirements
min. tensile
stress

K-55T, KX-55 ‘

K-110TK3, K-115TK4M ‘

)HK-NGS, K-NGS10, K-NGS11, K-NGS4 ‘

’Tm';,‘e’gm H“‘*}‘;‘T";"(‘%",‘SH CharpyV HK-HUT, K-71TSR, K-81T, K-91T ‘

(e}
S
23
23
<

K-80TK2, K-81TK2, K-81TSR ‘

250(Hv) K-250HT 500(Hv) K-500HT

’ g H,?,?ﬂ}',‘,’:,’;‘: 300(Hv) HK-sooHT ‘ __ 600(Hv) || K-600HT

800(Hv) K-800HT

w Contact the technical research team on specific details (Tel : 055-269-7280)
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~( WELDING CONSUMABLES GUIDANCET )

2. Manual electrode

40kgf/mm? KI-101LF, KT-303, CL-10, KCL-11, K-6012, KR-3000, KR-3000V
(400N/mm?’) | | K-6022, KF-300LF

50kgf/mm’ KH-500LF, KH-500VLF, KH-500W, KH-500T, K-7014, K-7024, K-7010G
Midsteel, | |Requirements | | (490N/mm?) | | KK-50LF, K-7018, K-7028LF
Hightensile - min. tensile

2
stress stress (ggg?\lf;n":r':z) H K-8010G, KK-55, KK-60, K-8018, K-9018M ‘

70kgfimm® | [ KK-70, K-10018M
(690N/mm?) | | KK-80, K-11018M, K-12018M

05%Mo _|-[ K-7010A1, K-7016A1M J-7018AT |
05%Mo 05%Cr | |K-8016B1 ]
Lowalloed | |Requirements | 0.5%Mo 1.25%Cr || K-8016B2, K-8018B2 |
High Bass metal
Temperature | | Compositon | | 1:0%Mo 2.25%Cr | [K-9016B3, K-901883 |
05%Mo5.0%Cr |-{K502, k50215 |

1.0%Mo 9.0%Cr  |-|K-505, k50515 |

457 Charpy-V|-KK-50N, K-7018N, K-8018C3 |

51C Charpy-V | -{K-8016B2, k-8018B2 |

-60°C Charpy-V | —{KK-50NN, K-8016C1, K-80018C1(PWHT), K-9018B3 |
73C Charpy-V__|-{K-8016C2(PWHT), K-8018C2(PWHT) |

50kgf/mm’
(490N/mm?) KW-50G, KW-50V, KW-50WH, K-8018W ‘

% 250H) H K20, K500 H 500(Hv) H R ‘

P 300(H) H mfggﬂfn’w'“"RH 600(HY) H KQD-600 ‘
-’“‘"9 minrdess - g0l H K oc, KM'25°H 650Hv) H KM-700, KSB-2 ‘
# 450(Hv) H KM-500 H 800(HY) H KO8, KN 100 ‘

KL-100, KCF-50
KFN-50, KSN-100

KNCF-3, KW-A690

& Contact the technical research team on specific details (Tel : 055-269-7280)

EA KISWEL



3. MAG WELDING (Solid Wire)

. (igﬁﬂﬂn’?z) KC-25, KC-25M, KC-26, KC-27, KC-28, KC-7082 ‘
z
(620Nm) -5 o
f@‘ KC-80D2
LE’“ KC-90SB3

4. SAW Fux & Wire

Mild stesl,
High tensile
stress

50kgf/mm? |_|EF-100XKD-50, EF-100HX KD-50, EF-200 X KD-40, EF-200K X KD-42
Requirements | |(490N/mmv)| | EF-200V X KD-50, EF-200LTXKD-50, EF-100S XKD-42
min. tensile
stress BOKgfimmM’ || 100H x KD-60, EF-260XKD-60, EF-200LT XKD-60
(590N/mm’)
[ oase [ ]
Crarpyy [|EFI00XKD50
29C | |EF-100HXKD-50, EF-100S XKD-42
Requirements | | Charpy-V
Tomp{ T) we
EF-200XKD-40, EF-100HXKD-60
Charpy-V
51T L EF-200KXKD-42, EF-260XKD-60, EF-200V XKD-50
Charpy-V
L | et ||
EF-200LT XKD-50, EF-200LTXKD-60
Charpy-V

w Contact the technical research team on specific details (Tel : 055-269-7280)
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~( WELDING CONSUMABLES GUIDANCETl )

Welding consumables and preheat conditions are recommended as followed

Ni-Cr-M - cr-M High Middle Low
Base metal “:M" I“ '(I:Ir 2 Nlilo' I 0 carbon stee | cabon steel utbmsted“giayw' MSI(?.)
aloy | alloy | alloy | alloy | alloy 50454 05046 >025%
E316/£309 E309/310 | E309/E310
E309/E310 | E309E310 |E309/E310 | E309/E310 |E309/E310 E309/E310
STS304(L) | 9amtemp. | 50.750C | 5g.160¢ |50-150C |50-150C | 150160 | 3o P 90 P 450, peqc | ES0E)
CriigCr | ERUESI0  [ES9ESIO | ESOSESIO |E09E310 |ESOSE3NO |ENGEII0 |EIDGESIO | EIDIESIO | ES09E3I0
13Cr/18Cr |50-150C  |150-250C | 150-250C |160-250TC |160-250C |160-250C |160-250°C |160~2500 | 150~250C
Low carbon steel | ESTOES09 fgmgm“* E3I9E310 | E309/E310 |E309/E310 | E09ESI0 fgg;]ﬁrem Eoter |
<025%C | 5oe o |10e o [B0-180C |50~150C |50-150C | g | reae a0t
Middle carbon steel| E316/E309  EB016(8)/CT¥| E309/E310 |E309/E310 |E309/E310 |ES09E310 | 7016+
025-045%C | /oo 8P |10MIEMP- | g 1ec [50-150C  |50-150C | "Sgm P |50-150¢
High carbon steel | E316/E309 fggﬁﬁg:ﬁ E309/E310 |E309/E310 | E309/E310 | E309/E310
>045%C  |50~150C "0 ™ | 150250 |10~250C |150~250C |150-2507C
E309/E310 |E309E310 | E309E310 |E309/E310 |E309/E310
Cr-Moalloy |50-150C  |50-150T | 150250 | 150-250T | 160-250
L E309/E310 |E309E310 | E309/E310 |E309/E310
NiCralloy 5. s |s0-150C | 1s0-250 |150-250¢
L@ E309E310 |E309/E310 | E309/E310
Ni-Cr-Mo alloy | SR | S35 | ezs0c
) E316/E309 |EB016(8)CT"]
Ni alloy r%o!ntemp. rosomtemp.
E316
13Mnalloy | room temp. @ * mark means FCAW products can be used more often if it is the same grade

~( WELDING CONSUMABLES GUIDANCED )

Welding consumables and preheat conditions are recommended as followed

Base metal | STS430 | STS#10 | STS405 STSH03 | STS347 | STS321 |STS3TIL | STS317 STS316L| STS316 [STS310S | STS309 [STS304L | STS304
STS304  |E309 |E309 |E309 |E309 |E347 |E347 |E317L |E317L |E316L |E316 |E309 |E309 |E308L |E308
STS304L [E309L |E309L |E309L |E309L |E347 |E347 |E317L |E317L |E316L |E316L |E309L |E309L |E308L
STS309  |E309 |E309 |E309 [E309 |E309 |E309 |E309Mo|E309Mo|E309Mo |E309Mo |E309 |E309
STS310S  [NiCrFe-3 | NiCrFe:3 |NiCrFe-3 | NiCrFe-3 | NiCrFe-3 |NiCrFe-3 | E309Mo | E309Mo| E309Mo |E309Mo [E310
STS316 E309Mo |E309Mo |E309Mo |E309Mo |E306L |E306L |E317L |E317L |E316L |E316
STS316L  |E309MoL | E309Mol{ E309MoL | E309MoL| E316L |E316L |E317L |E317L |E316L
STS317 E309Mo | E309Mo |E309Mo |E309Mo |E317L |E317L |E317L |E317L
STS317L | E309MoL | E309Mol| E309MoL| E309MoL] E317L |E317L |E317L
STS321 E309 |E309 |E309 |E309 |E347 |E347
STS347 E309 |E309 |E309 |E309 |(E347
STS403 E410 |E410 |E410 [E410
STS405  [E430 |E430 |E430
STS410 E410 |E410
STS430 E430
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APPENDIX

~( WELDING CONSUMABLES GUIDANCELY )

Welding consumables and preheat conditions are recommended as followed

STBA 12 | STBA-22 |STBA23 | STBA-24 | STS410 STSMTB STSS21TB | STS316TB STS3IOB | STSSATTR
Base metal |STB-35 |STB-42B (05Mo) (1Cr- |(125Cr | 225Cr- | TB | (18Cr- | (18Cr- |(18CrI2N| (25Cv- | (18Cr-
05Mo) | 05Mo) | 1Mo) | (13Cr) | 8Ni) | 8NiT]) | Mo) | 20Ni) | SN-\D)
STS347TB | E7016 E309  |E309 E309
118C-8NNb) | 150~250/620 %(2)8~200/ 100-200/620-720 ;(5’8%28/ E308 |E347 |E316/E308 E347 | E347
STS310STB E309(310) E309/E309 E310/E309
{5020\ | E310E309 &gg&oo) 100.200/620-720 ;38;28/ E310  |E347/E316 E310
STS316TB E309(Mo)| E309/E309Mo E309E309Mo | E309
118Cr-12Ni-Mo)| E309/309Mo gggdool 100.200/620~720 708:%28/ ;83%3/ E310(316) | E316
STS321TB
BT | 309 00-200E209 E20%2e0 E308 -
STS304TB 620 | 100-200/620~720 |400~740
(18Cr-8Ni)
STS410TB E430/E309 E309/E309 %30/5339
(13Cr) 100~200/620* 100~200/620~720 700:7404
STBA-24 E7016 E1016-A1)E8016(8)-B2 ES016(8) 83
(1.25Cr-1Mo) | 150~250/620 328*50/ 150~250/690~720 708:§§8/
STBA23 Ea016(6) | V682
100~200
(1.25Cr-05Mol | E7016 B |
STBA-22 100~200/620 }15(7)81%})1/ 100~200/ @ Figures mean the pre. H and PWHT temperature(<C)
(1Cr-0.5Mo) 620 690-720 @ E309 type can be left out PWHT, if it is necessary
STBA-12 E7016 @ It can be possible for FCAW, and Solid wire to be
(0.5Mo) 100/620 usedinstead of SMAW
E7016: E71T-1, ER70S-G
E6019/ E7016-A1: E81T1-A1, ER80S-D2
2 E701
STB-428 06 | Erote [ E8016-B2: E81T1-B2, ER80S-B2
E9016-B3: E91T1-B3, ER90S-B3
STB-35 E6019
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APPENDIX

~( WELDING CONSUMABLES GUIDANCEYV )

Welding consumables and preheat conditions are recommended as followed

Base Cu Brass | Bronze | Bronze | Bronze | Bronze | Bronze | Carbon| Cast STS Tool Mn
metal (Cu-Zn)| (Cu-Si) |(Cu-Sn-P) (Cu-Al) | (Cu-Ni) | (Cu-Be)| steel | Iron steel | alloy
i . |Ecus - ~ ~
ﬁh ECuSn-A gﬂi"‘_ﬁl ECuSn-A/ |ECuSn-A | ECuA-A g:&"'_:/ Egﬁé‘n_’:\/ cou Egﬁé‘n_’:\/ ECUM-A |ECUAA | ECUAA
alloy |[427-538¢C | 00 |ECuA-A 24T |20dC ! : ; uge  [3Mc |9
421-538¢ | 66 3nc 204
MEX ._ _ _
Mn  |EcusiA gﬁ‘”_:/ ECuSn-A/ | ECuS-A | ECUA-A gﬂx;_:/ Egﬁé‘n_‘x ECUAFA Egﬁé‘n_‘x ECUA-A |ECUAHA  |ECUAFA
alloy |427-538¢ 260 Eglém-A 204 204 66 71¢ 149C 2040 149C 371C 149C
| Ecusi - _ _
Tool |Ecusna gﬁ"_}f’ ECuSN-A/ | ECuS-A | ECUA-A Egm_ﬁ/ Egﬁg‘n_‘x ECUAFA Egﬁg‘n_‘x ECUAFA | ECUAFA
steel |427-s38c | 1% g%n-A ane e[S SR e | (ae (anie
ECuSi/ )
_ |ECuSn-A/ _ 5 |ECuNi-A/ | ECuAi-A/ ECuA-A/
STS |ECsSr |Ecuaa Eg“z:‘v Soush |EuA Jecun-a |ECusnA |ECua-A |ECUS-A
260 ss‘lé 66T 371C 204¢
Cast |ecusnn |ECHSTA Egﬂw Ecusnp |ECUAFA | ECUNA [ECuSn-A/ | ECuSn-A/ | ECUA-AY
Iron  |az7sae |ECAA | Edmia’ |aofe - |ECUST-S |ECUAFA |ECUA-A | ECuA-A | ECSn-A
60 |y 260 [204C  [37iC |204C  |204C
MEX -~ ~
Carbon |ecusna gﬂi‘”_:/ ECUSn-A/ | ECUSn-A | ECUAI-A gﬂ;“'_:/ Eg”g‘n_’:\/
steel |427-538¢C | o EClA-A |204C (371 | oo 371”.0
661
Bronze |ecusn-a |ECUSTA/ [EQUS/ ECUSIA gy, | ECUACAY. | Bronge
(Cu-Be) | 427-538c |ECUA-A |ECUAA |EQWST oy ™ EGUN | (Cu-Be)
s |anc |anc ac|anc
Bronze |ECN/ | ECuSnA/ |ECUS/ | ECUSnA/ | i n | gouni
(CU-Ni) ECuSn-A |ECUA-A | ECuNi ECuSi 204 66
427538 260 |204C | 204¢C
Bronze |ECWN/  |ECUSwA/ |ECUS/ | cno n | Ecuama
(Cu-Al) [ECUSTA |ECura |ECuma |0, ™ |5
427538 |260C | 66C
Bronze |ECUSMA/ |ECUS-AT | ECUSI-A/ | e g _p
(Cu-Sn—P) ECuSi ECuA-A | ECuSI 204C
427-538C | 260C | 204C
Bronze |ecusi gu“i"‘_—:/ ECusi
(Cu-Si) |427-538¢ [y |86C
ECuSn-A/
(Brass) ECuSY | ecusi/
Cu-Zn .. | ECUAFA
421-538C | 2ot
ECu/
ECuSn-A/
Cu s
427~538C @ ECuSn-C type can be used instead of ECuSn-A type.
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~( WELDING CONSUMABLES GUIDANCEVI )

Selection Guide For Copper Alloy Welding

Welding consumables and prheat conditions are recommended as followed

Base Low Carbon Cast Cu-Sn Cu-Al | Cu-Sn-P | Cu-Si Cu-Zn Cu
metal alloy steel steel Bronze | Bronze | Bronze | Bronze Brass
1 1 13 11413 3 13 13 13 1
Cu F F F F F F F F F
Cu-Zn 4/3 4/3 4/3 3N 4/3 3/4 3/4 3/4/1
Brass D D D D D D D D
Cu-Si 312 3/4/2 3/4/2 3 2/4 32 2
Bronze A A A B B B A
Cu-Sn-P 3/4 3/4 3/4 3N 3/4 3
Bronze B B B B B B
Cu-Al 43 4/3 4/3 4 4
Bronze c c c c c
Cu-Sn 3 3 3 3
Bronze B B B B
Filler metal Preheat / Interpass temperature
1 Ecu/ ERCu A 70C D 250~300°C
2 ECuSi / ERCUSI-A
B 150~200C E 300~400C
3 ECuSn-A ECuSn—C / ERCuSn-A
4 DCUAINi / (ERCUNiAI) c 200~250C F 400~550C
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~( WELDING CONSUMABLES GUIDANCEVIT )

Selection Guide For Aluminum Welding

Base metal | 201.0 [319.0,333.0 g:g“g:;: 511.0,512.0| 7004,7005 | 6009 :ggg:':g: 5154
2060 (3540,3650) o0 (6130,5140 | 7039,7100 | 010 | oo o | 5456 | 5454 | O
Base metal 2200 | ©3550 T 5350 7120 8070 o g

1060, 1070, 1080, 1350| ER4145 | ER4145 ER4043:° ER5356°¢ | ERG356¢ | ER4043 | ER4043° |ER5356 | ER4043" | ER5356 ¢

1100, 3003, AI©3003 | ER4145 | ER4145 ER4043:® ER5356%¢ | ERG356%¢ | ER4043® | ER4043> |ER5356¢ | ER4043>¢| ER5356° ¢

2014, 2036 ER4145¢ | ER4145¢ ER4145 - - ER4145 ER4145 - - -
2219 ER2319¢ | ER4145¢ ER4145b¢ ER4043 ER4043 ER4043:® | ER4043:" - ER4043> | ER4043
3004, Al©3004 - ER4043° ER4043° ER5356" ER5356" ER4043" | ER4043" | ER5356¢| ER5356" | ER5356'
5005, 5050 - ER4043° ER4043° ER5356" ER5356" ER4043" | ER4043" | ER5356¢| ER5356" | ER5356'
5052, 5652/ - ER4043° ER4043" ER5356" ER5356" ER4043> | ER5356%' | ER5356 | ER5356" | ER5356'
5083 - - ER5356° ¢ ER5356¢ ER5183¢ - ER5356¢ | ER5356°| ER5183" | ER5356°
5086 - - ERB356° ¢ ER5356¢ ER5356¢ - ER5356¢ | ER5356° | ER5356¢ | ER5356¢
5154, 52641 - - ER4043" ER5356" ER5356° - ER5356' | ER5356 | ER5356' | ER5356"
5454 - ER4043° ER4043" ER5356" ER5356" ER4043" | ER5356°1 | ER5356' | ERE356° 1
5456 - - ERB356° ¢ ER5356¢ ER5556¢ - ER5356¢ | ER5356¢

6005, 6061, 6063
6101, 6151, 6201 ER4145 | ER4145%¢ ER40430 %9 ER5356" ER5356°1 | ER4043% b ¢ | ER4043" 9
6351, 6951

6009, 6010, 6070 | ER4145 | ER4145%¢ | ER4043: b9 ER4043 ER4043 | ER4043: %9

7004, 7005, 7039

- 3 b0 ¢ .

710.0,712.0 ER4043' ER4043! ER5356' ER5356¢
511.0,512.0,513.0 . )
514.0, 535.0 - - ER4043 ER5356'

356.0, A356.0, 357.0
A357.0,413.0, 443.0 | ER4145 | ER4145°¢ ER4043%"
Ad44.0

319.0, 333.0, 354.0

b.c.h
356.0, C355.0 ER4145¢ | ER41450 ¢

201.0, 206.0, 224.0 [ER2319%"|

a ER4145 can also be used in some applications.
b ER4047 can also be used in some applications.
¢ ER4043 can also be used in some applications.
d ER5183, ER5336 or ER5556 may also be used.
e ER2319 can also be used in some applications.
f ER5183, ER5356, ER5554, ER5556 and ER5654 can also be used.
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1060
Bz gz 5005 3004 2014 100 1070

5086 5083 53561 |, | 2 i 3003 e

Base metal : Ae3003 | 4350

1060, 1070, 1080, 1350| ER5356¢ ER5356¢ ER4043%¢ | ER1M00%c | ER4043¢ | ER4145>¢ ER4145 ER1100>¢ | ER1188" M)

1100, 3003, AI3003 ER5356¢ ER5356¢ ER4043%¢ | ER1M00%c | ER4043>¢ | ER4145b¢ ER4145 ER1100%¢

2014, 2036 - - - ER4145 ER4145 ER4145¢ ER4145¢

2219 - - ER4043" ERM00=® | ER4043:® ER2319¢
3004, AI'3004 ER5356¢ ER5356¢ ER5356°f | ER5356°" ER5356¢

5005, 5050 ER5356¢ ER5356° ER5356>¢ | ERG5356°"

5052, 5652 ER5356¢ ER5356¢ ER5654° 1
5083 ER5356¢ ER5183¢
5086 ER5356¢

5154, 52541
5454
5456

6005, 6061, 6063
6101, 6151, 6201
6351, 6951

6009, 6010, 6070

7004, 7005, 7039
710.0, 712.0

511.0,512.0,513.0
514.0,535.0
356.0, A356.0, 357.0

A357.0, 413.0, 443.0
Ad44.0

319.0, 333.0, 354.0
365.0, C355.0

201.0, 206.0, 224.0

ER4643 and ER4943 provide higher tensile strength than ER4043 and are used for solid solution
and aging treatment after welding thick 6XXX base metal.

In some cases, the same welding material as the base material is used.

Base alloys 5254 and 5652 are used in hydrogen peroxide related fields. ER5654 is used for
welding base metals used at temperatures below 66°C.

j ER1100 can also be used in some applications.

«

- =
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APPENDIX

RECOMMENDED KISWELLTD. |
FILLER METALS FOR WELDING THE ASTM STEELS

The following lists the KISWEL LTD. filler metals which can be used to weld the following ASTM
steels. Those steels which have been discontinued as of 1990 in the ASTM Book of Standards,
have been deleted. Properties and chemical compositions of deposits can change depending on
your specific welding conditions. No attempt has been made to recommend welding procedures
since they vary with the process being used, metal thickness, carbon content, alloy content and
other factors. When more than one filler metal is listed, consult the individual product listings in
this booklet and select the one most suitable for your application.

ASTM CLASS OR TYPE OF KISWEL FILLER METAL
DESIGNATION  GRADE METAL SMAW GMAW/SAW FCAW
A1-84 ALL-WEIGHTS STAINLESS KST-310 M-310
A2-80 ALL-CLASSES STAINLESS M-310
A3-87 1,2 STEEL KCL-10,11 KC-25~ KX-100, KX-200
KR-3000 KC-28 K-71T, K-71TM
A27-87 ALL STEEL K-7014, K-7024 KC-25~KC-28  KX-100, KX-200
K-7018 K-71T, K-70TB, K-71TM
A36-88b STEEL KC-25~ KX-100, KX-200
K-6012, KR-3000  KC-28 K-71T, K-70TB, K-71TM
K-7014, K-7024
A4T7-84 NICKEL STEEL K-7018
A48-83 NICKEL STEEL
A49-87 STEEL
Ab3-88a STEEL KC-25,KC-28  KX-100, KX-200
KCL-10, KCL-11 K-71T, K-70TB, K-71TM
A67-84 1 STEEL K-7018 20-60
2 STEEL
AT4 NICKEL STEEL
A82-88 STEEL KC-25 KX-100, KX-200
K7018 KC-28 K-71T, K-70TB, K-71TM
A105-87a STEEL KC-28 KX-100, KX-200
K-7018 K-71T, K-70TB, K-71TM
A106-88a A&BC KC-28 KX-100, KX-200
K-7018 K-71T, K-70TB, K-71TM
A108-81 1008-1020 STEEL KC-25~ KX-100, KX-200
KCL-10 KC-28 K-71T, K-70T™M
1022-1215 STEEL K-7018 KC-28 K-71T, K-70TB, K-71TM
A109-88 ALL STEEL K-7018 KC-25~ KX-100, KX-200
K-7018 KC-28 K-71T, K-70TB, K-71TM
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APPENDIX

| RECOMMENDED KISWEL LTD.
FILLER METALS FOR WELDING THE ASTM STEELS

ASTM CLASS OR TYPE OF KISWEL ALLER METAL
DESIGNATION GRADE METAL SMAW GMAW/SAW FCAW
A123-84 STEEL KCL-10, K-7018 KC-28
A126-84 NICKEL
STEEL
A128-86 NICKEL STEEL
A131-88 Athru DS K-7018 KC-28 KX-100, KX-200
K-71T, K-70TB, K-71TM
ABDDS,AH32 LOW ALLOY K-8018C2 K-80TK2, K-81TK2
AH36,DH32,DH36 K-8018C3
A134-85 STEEL KCL-10 KC-25 KX-100, KX-200
KC-28 K-71T, K-70TB, K-71TM
A135-88 A&B STEEL K-7018 KC-28 KX-100, KX-200
K-71T, K-70TB, K-71TM
A139-88 A1 STEEL K-7018 KC-28 KX-100, KX-200
K-70TB, K-71T, K-71TM
A148-84 80-40, 80-50 STEEL K-8018C1 KC-80D2
K-8018C2
90-60 K-9018M
105-85
115-95 LOW ALLOY K-12018M
135-125 ALLOY STEEL
A159-83 ALL NICKEL
STEEL
A161-88 LOW CARBON  STEEL K-7018 KC-28 KX-100, KX-200
K-71T, K-70TB, K-71TM
T-1 Cr/Mo K-7018A1
A167-88 3028, 301, 302 KST-308 M-308 K-308T
304, 305, 308 STAINLESS  KST-308L M-308L K-308LT
304L STAINLESS ~ KST-308L M-308L K-308LT
309S, 309 STAINLESS  KST-309, KST-309L M-309, M-309L  K-309T, K-309LT
309Ch STAINLESS
310S, 310 STAINLESS  KST-310 M-310
316, 316L STAINLESS  KST-316, KST-316L M-316, M-316L K-316T, K-316LT
317, 317L STAINLESS = KST-317, KST-317L K-317LT
A176-87 403, 405, 409 STAINLESS ~ KST-410 M-410 K-410T
410, 4105
430 STAINLESS  KST-430 M-430
442, 446 STAINLESS  KST-309, KST-310 _M-309, M-310  K-309T
A178-87 A&C STEEL K-7018 KC-28 KX-100, KX-200
K-71T, K-70TB, K-71TM
A179-88 STEEL KCL-10, KCL-11 KC-25 KX-100, KX-200
K-7018 KC-28 K-71T, K-70TB, K-71TM
A181-87 60 & 70 STEEL K-7018 KC-25 KX-100, KX-200
KC-28 K-71T, K-70TB, K-71TM
A182-88 F1 C/Mo K-7018A1 KC-80D2
F2, F11, F12 C/Mo K-8018B2
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ASTM TYPE OF KISWEL FILLER METAL
DESiGNATION CLASSORGRADE ey ~goaw  Gmawssaw FCAW
A182-88 F5, F5a C/Mo KST-309, KST-310 M-309, M-310 K-309T

Féaclasses 18&2  STAINLESS ~ KST-309,KST-310 M-309, M-310 K-309T
F21, F22, F22a KST-410 M-410 K-410T
F429, F430 LOWALLOY ~ K-9018B3 K-91TB3
F304, F304H, F304N  STAINLESS ~ KST-430 M-430
F304L, F304LN STAINLESS ~ KST-308 M-308 K-308T
F310 STAINLESS ~ KST-308L M-308L K-308LT
F316,F316H, F316N  STAINLESS ~ KST-310 M-310
F316L, F316LN STAINLESS ~ KST-316 M-316 K-316T
F317 STAINLESS ~ KST-316L M-316L K-316LT
F317L STAINLESS ~ KST-317
F321, F321H STAINLESS ~ KST-317L K-317LT
F347H, F348 STAINLESS
F347, F348H STAINLESS ~ KST-347 M-347 K-347T
A192-88 STEEL K-7018 KC-25 KX-100, KX-200
B5 K-71T, K-71TM
A193-88 B6, B6X STAINLESS ~ KST-309,KST-310 M-309, M-310 K-309T
B7, B7X STAINLESS ~ KST-410 M-410 K-410T
B16 LOWALLOY ~ K-8018B2
BS, B3A LOWALLOY ~ K-9018B3
B8C,C8CABSTBSTA  STAINLESS ~ KST-308 M-308 K-308T
BSM,BSMA,BEM2,B8  STAINLESS ~ KST-347 M-347 K-347T
M3 STAINLESS  KST-316 M-316 K-316T
A199-88 & T-4 STAINLESS M-309
A200-88 KST-309,KST-310 M-310
5 STAINLESS
17,79 STAINLESS ~ KST-309,KST-310 M-309, M-310 K-309T
T-11 LOWALLOY  K-8018B2
T-21 STAINLESS ~ KST-309 M-309 K-309T
KST-310 M-310
T-22 LOWALLOY  K-9018B3 K=309T
A202-82 A LOWALLOY  K-8018B2 K-817B2
B LOWALLOY  K-9018B3 K-91TB3
A203-82 D,E,F NICKEL STEEL
AB NICKEL STEEL
A204-88 AB C/Mo K-7018A1
c LOWALLOY _ K-11018M
A209-88 ALL STEEL K-7018A1
A210-88 ALL STEEL K-7018 KC-28 KX-100, KX-200, K71, K-71TM
A211-75 STEEL K-7018 KC-28 KX-100, KX-200, K71, K-71TM
A213-88a T2, 111,712,117 CrlMo K-8018B2
T5, T5B, T5C CrMo KST-309, KST-310 M-309, M-310 K-309T
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| RECOMMENDED KISWEL LTD.

FILLER METALS FOR WELDING THE ASTM STEELS

ASTM TYPE OF KISWEL FILLER METAL
pesignuaTion  CLASSORGRADE sy SWAW  GMAW/SAW FCAW
A213-88a T9,T7 Cr/Mo KST-309, KST-310 M-309, M-310  K-309T

T21 STAINLESS  KST-309, KST-310 M-309, M-310  K-309T
T22 LOWALLOY K-9018B3
TP201,TP202,TP304  STAINLESS KST-308 M-308 K-308T
TP309Ch STAINLESS  KST-309 M-309 K-309T
TP304L STAINLESS  KST-308L M-308L K-308LT
TP310Cb STAINLESS
TP316, TP316L STAINLESS  KST-316, KST-316L  M-316, M-316L  K-316T, K-316LT
A214-88 STEEL K-7018 KC-25 KX-100, KX-200
KC-28 K-71T, K-70TB, K-71TM
A216-84b WCA STEEL K-7018 KC-25, KC-28 KX-100, KX-200
(CASTING) K-71T, K-70TB, K-71TM
WCB, WCC STEEL K-7018A1 KC-80D2
K-9018M
A217-87 WC1 Cr/Mo K-7018A1
WC4,WC5,WC6W11  Cr/Mo K-8018B2 K-81TB2
WC9 Cr/Mo K-9018B3 K-91TB3
C5 STAINLESS  KST-309, KST-310  M-309, M-310  K-309T
A220-88 ALL NICKEL STEEL
A225-86 C LOW ALLOY K-11018M
D LOWALLOY K-11018M
A226-88 STEEL K-7018 KC-25 KX-100, KX-200
KC-28 K-71T, K-70TB, K-71TM
A234-88b WPB, WPC STEEL K-7018 KX-100, KX-200
K-71T, K-70TB, K-71TM
WP1 STEEL K-7018A1
WP11, WP12 STEEL K-8018B2 K-81TB2
WP22 STEEL K-9018B3 K-91TB3
WP5 STAINLESS  KST-309, KST-310 M-309, M-310  K-309T
WPR STEEL Z0-60 K-71TW
A240-88¢c 201,202,302,304,305  STAINLESS KST-308 M-308 K-308T
309S STAINLESS  KST-309 M-309 K-309T
309Ch STAINLESS
310S STAINLESS  KST-310 M-310
310Cb STAINLESS
316 STAINLESS KST-316 M-316 K-316T
316L STAINLESS  KST-316L M-316L K-316LT
317 STAINLESS  KST-317 K-317LT
317L STAINLESS  KST-317L K-317LT
321, 347, 348 STAINLESS  KST-347 M-347 K-347T
410 STAINLESS KST-410 M-410 K-410T
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ASTM TYPE OF KISWEL FILLER METAL
DESIGNATION  CLASS OR GRADE METAL SMAW GMAW/SAW FCAW
A240-88¢ 430 STAINLESS  KST-430 M-430
A242-88 ALL STEEL K-8018C2 7060
A249-88a 201,202,304,305 STAINLESS  KST-308 V-308 K-308T

304L STAINLESS ~ KST-308L M-308L K-308LT

309Ch STAINLESS

310Ch STAINLESS

316 STAINLESS = KST-316 M-316 K-316T

316L STAINLESS ~ KST-316L M-316L K-316LT

317 STAINLESS  KST-317 K-317LT

317L STAINLESS ~ KST-317L K-317LT

321,347,348 STAINLESS  KST-347 M-347 K-347T
A250-88a T1,T1a, T1b STEEL K-7018A1

T2 STEEL K-8018B2

T-11 STEEL K-8018B2 K-81TB2

T-22 STEEL K-9018B3 K-91TB3
A252-88 ALL STEEL KCL-10, KCL-11  KC-25 KX-100, KX-200

K-7018 K-71T, K-70TB, K-71TM
A266-88 1 STEEL K-7018 KC-25 KX-100, KX-200
KC-28 K-71T, K-70TB, K-71TM

2,3,4 STEEL KC-28
A268-88a TP410 STAINLESS  KST-410 M-410 K-410T

TP430 STAINLESS  KST-430 M-430
A269-88 304 STAINLESS ~ KST-308 V-308 K-308T

304L STAINLESS ~ KST-308L M-308L K-308LT

316 STAINLESS ~ KST-316 M-316 K-316T

316L STAINLESS ~ KST-316L M-316L K-316LT

317 STAINLESS  KST-317

321,347,348 STAINLESS  KST-347 M-347 K-347T
A270-88a TP304 STAINLESS  KST-308 VI-308 K-308T

TP304L STAINLESS ~ KST-308L M-308L K-308LT

TP316 STAINLESS ~ KST-316 M-316 K-316T

TP316L STAINLESS  KST-316L M-316L K-316LT
A271-88 TP304 STAINLESS  KST-308 V-308 K-308T

TP304H STAINLESS

TP316 STAINLESS ~ KST-316 M-316 K-316T

TP316H STAINLESS

TP321,347 STAINLESS  KST-347 M-347 K-347T
A276-89 201,202,302,304,308 STAINLESS  KST-308 VI-308 K-308T

304L, 305 STAINLESS ~ KST-308L M-308L K-308LT

309 STAINLESS  KST-309 M-309 K-309T

309Ch STAINLESS

310 STAINLESS  KST-310 M-310

310Ch STAINLESS
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APPENDIX

| RECOMMENDED KISWEL LTD.
FILLER METALS FOR WELDING THE ASTM STEELS

ASTM TYPE OF KISWEL FILLER METAL
pesiGnaTioy  CLASSORGRADE  pyeryy SMAW GMAW/SAW FCAW
A276-89 316 STAINLESS ~ KST-316 M-316 K-316T
3161 STAINLESS  KST-316L M-316L K-316LT
317 STAINLESS  KST-317
321,347,348 STAINLESS  KST-347 M-347 K-347T
403,405,410,414,421  STAINLESS ~ KST-410 M-410 K-410T
430 STAINLESS  KST-430 M-430
446 STAINLESS  KST-309, KST-310  M-309, M-310 _K-309T
A278-85 ALL NICKEL
A283-87 AB,C STEEL KCL-10, K-7018 KC-25 KX-100, KX-200
K-71T, K-70TB, K-71TM
D STEEL K-7018 KC-25 KX-100, KX-200
KC-28 K-71T, K-70TB, K-71TM
A284-88 C,D STEEL KCL-10, KCL-11 KC-25 KX-100, KX-200, K-71T
K-6012, KR-3000  KC-28 K-70TB, K-71TMKX-100
K-7018, K-7024K-7018 KC-25,KC-28  KX-200
A285-85 AB,C STEEL KC-25 K-71T, K-70TB, K-71TM
(1987) KC-28
A288-77 1 STEEL K-7018, K-8018 KX-100, KX-200
(1982) K-71T, K-70TB, K-71TM
2 LOWALLOY K-9018M, K-8018B2
3 LOWALLOY K-11018M
4 LOWALLOY K-12018M
5,6,7,8 ALLOY STEEL
A289-88 B&C STAINLESS  KST-310 M-310
A290-85 A B STEEL K-7018 KC-28 KX-100, KX-200, K-71T
c,D STEEL K-8018B2 K-70TB, K-71TM
EF STEEL K-11018M
G,H STEEL K-12018M
l,J STEEL
K L STEEL KST-310 M-310
A291-84 1 STEEL K-8018C3 K-81T
2,3 STEEL
4 STEEL K-11018M
5,6,7 STAINLESS
A297-84 HF STAINLESS  KST-308 M-308 K-308T
HH STAINLESS  KST-309 M-309 K-309T
HI, HK STAINLESS  KST-310 M-310
HE, HD STAINLESS  KST-312
A299-82 LOWALLOY "K-7018A1 KX-100, KX-200
K-7018, K-8018B2 K-71T, K-70TB, K-71TM
A302-82 A STEEL K-7018A1 KC-28 K-81T
B STEEL K-8018B2 KC-80D2 K-81T
C&D K-9018M KC-80D2 K-80TK2, K-81T
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ASTM TYPE OF KISWEL FILLER METAL
pesGhaToN  CLASSORGRADE  yyryyy SVAW  GVMAW/SAW FCAW
A307-88a A STEEL K-7018 KC-25 KX-100, KX-200
KC-28 K-71T, K-70TB, K-71TM
A311-86 1018, 1117 STEEL K-7018 KC-25 KX-100, KX-200
K-71T, K-70TB, K-71TM
ALL OTHERS STAINLESS  KST-308 KC-80D2
A312-88a TP304, TP304H STAINLESS M-308 K-308T
TP304H STAINLESS ~ KST-308L M-308H
TP304L, TP304LN STAINLESS M-308L K-308LT
TP309Cb STAINLESS  KST-309
TP309S, 309H STAINLESS M-309 K-309T
TP310Ch STAINLESS
TP316, TP316H STAINLESS  KST-316 M-316 K-316T
TP316L STAINLESS  KST-316L M-316L K-316LT
TP317 STAINLESS  KST-317
TP317L STAINLESS  KST-317L K-317LT
TP321,347,348 STAINLESS ~ KST-347 M-347 K-347T
321H,347H,348H STAINLESS
A314-87a 202,302,302B STAINLESS  KST-308 M-308 K-308T
303,304,305,308
309,309S STAINLESS  KST-309, KST-309L M-309, M-309L K-309T, K-309LT
309Ch STAINLESS
310,310S,314 STAINLESS ~ KST-310 M-310
316 STAINLESS ~ KST-316 M-316 K-316T
316L STAINLESS  KST-316L M-316L K-316LT
317 STAINLESS  KST-317
321,347,348 STAINLESS ~ KST-347 M-347 K-347T
429,430,431 STAINLESS ~ KST-430 M-430
403,410,414,416 STAINLESS  KST-410 M-410 K-410T
416SE,420 STAINLESS M-420
440A,440B,440C STAINLESS  KST-309, KST-310 M-309, M-310  K-309T
501,502 STAINLESS  KST-309 M-309 K-309T
KST-310 M-310
A319-71 NICKEL
(1985) STEEL
A321-81 STEEL K-9018M, K-10018M KC-80D2
(1988) K-11018M
A325-88a | STEEL K-7018 KC-25 KX-100, KX-200
KC-28 K-71T, K-70TB, K-71TM
Il STEEL K-12018M KC-25
KC-28
A328-88a Plates, Bars STEEL KCL-10, KCL-11 KC-25 KX-100, KX-200
Shapes K-6012, KR-3000 KC-28 K-71T, K-70TB, K-71TM
K-7018, K-8018
A333-88a 1&6 LOW ALLOY KCL-10, K-7018 KC-25, KX-100, KX-200
KCL-11 KC-28 K-71T, K-70TB, K-71TM
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APPENDIX

| RECOMMENDED KISWEL LTD.
FILLER METALS FOR WELDING THE ASTM STEELS

ASTM TYPE OF KISWEL ALLER METAL
pesGhamioy CLASSORGRADE yyepyy SMAW  GMAW/SAW FCAW
A333-88a 3&7 K-8018C2
4 Z70-60
A334-88 1&6 LOW ALLOY KCL-10, KCL-11 KC-25 KX-100, KX-200
K-7018 KC-28 K-71T, K-70TB, K-71TM
3&7 LOW ALLOY K-8018C2
A335-88a P1,P15 Cr/Mo K-7018A1
P2, P11, P12 Cr/Mo K-8018B2
P5, P5b, P5C Cr/Mo KST-309 M-309 K-309T
KST-310 M-310
P21, P22 Cr/Mo K-9018B3
A336-88a F1 LOW ALLOY K-7018A1
F5, F5A Cr/Mo KST-309, KST-310  M-309, M-310  K-309T
F6 STAINLESS KST-309, KST-310  M-309, M-310  K-309T, K-310T
KST-410 M-410
F21,F21A,F22F22A  Cr/Mo K-9018B3 K-91TB3
F11,F11AF11BF12  Cr/Mo K-8018B2 K-81TB2
F304,304H,304N STAINLESS KST-308 M-308 K-308T
F304L,304LN STAINLESS KST-308L M-308L K-308LT
F309H STAINLESS KST-309 M-309 K-309T
F310 STAINLESS KST-310 M-310
F316 STAINLESS KST-316 M-316 K-316T
F316L STAINLESS KST-316L M-316L K-316LT
F316H STAINLESS
F321,347,348 STAINLESS KST-347 M-347 K-347T
A338-84 NICKEL STEEL
A350-87a LF1,LF2,LF5,LF6 NICKEL STEEL  K-8018C3 K-81T
LF3 NICKEL STEEL  K-8018C2
LF6 NICKEL STEEL  K-8018C3 K-308T
A351-88 CF8,CF8A,CF8C,CF10 STAINLESS KST-308 M-308 K-308LT
CF3,CF3A STAINLESS KST-308L M-308L K-309T
CH8,CH10,CH20 STAINLESS KST-309 M-309 K-316T
CF8M,CF10M STAINLESS KST-316 M-316
CK20,HK30,HK40 STAINLESS KST-310 M-310
CN7M STAINLESS
A361-85 KCL-10 K-NGS, K-NGS11
A352-88 LCA, LCB STEEL K-7018 KC-25 KX-100, KX-200
KC-28 K-71T, K-70TB, K-71TM
LCC STEEL K-8018C3
LC1 STEEL K-7018A1
LC2 NICKEL STEEL  K-8018C1
LC2-1 NICKEL STEEL  K-12018M
LC3 NICKEL STEEL  K-8018C2
CA6NM NICKEL STEEL
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ASTM TYPE OF KISWEL ALLER METAL
DesiGNaTiON  CLASS ORGRADE METAL SMAW GMAW/SAW FCAW
A353-87 STAINLESS M-310 K-310T
A356-84 1 STEEL K-7018 KC-28 KX-100, KX-200

K-71T, K-70TB, K-71TM
2 CriMo K-7018A1
5,6,8,9 CriMo K-8018B2 K-81TB2
10 CriMo K-9018B3 K-91TB3
CABNM LOW ALLOY
A358-88a 304, 304N STAINLESS __ KST-308 M-308 K-308T
304L, 304LN STAINLESS  KST-308L M-308L K-308LT
304H STAINLESS M-308H
309 STAINLESS  KST-309 M-309 K-309T
309Ch STAINLESS
310 STAINLESS  KST-310 M-310
310Ch STAINLESS
316,316N STAINLESS  KST-316 M-316 K-316T
316L, 316LN STAINLESS  KST-316L M-316L K-316LT
316H STAINLESS
321,347,348 STAINLESS  KST-347 M-347 K-347T
A361-85 STEEL KCL-10,K-7018  KC-28 KX-100, KX-200,
K71TK71TM
A366-85 STEEL KCL-10, KCL-11  KC-25 KX-100, KX-200
KR-3000, K-7014  KC-28 K-71T, K-71TM
K-7018
A369-88 FPA, FPB LOWALLOY _ K-7018 KC-28 KX-100, KX-200,
FP1 CrMo K-7018A1 KC-80D2 K-71T, K-71TM
FP2,FP11,FP12 CrMo K-8018B2
FP21, FP22 CriMo K-9018B3
FP5, FP7, FP9 CrMo KST-309, KST-310 _M-309, M-310  K-309T
A372-87a Type | STEEL K-7018 KC-25 KX-100, KX-200
KC-28 K-71T, K-71TM
Type Il LOWALLOY  K-7018A1 K-81T
Type Ill, AV LOWALLOY  K-9018B3
Type IV, VI ALLOY STEEL  K-11018M K-81TB2
Type VL,V ALLOY STEEL K-91TB3
A376:88 TP304, TP304N STAINLESS _ KST-308 M-308 K-308T
TP304H STAINLESS
TP304LN STAINLESS  KST-308L M-308L K-308LT
TP316, TP316N STAINLESS  KST-316 M-316 K-316T
TP316LN STAINLESS  KST-316L M-316L K-316LT
TP316H STAINLESS
TP321,TP321H,TP347 STAINLESS  KST-347 M-347 K-347T
TP347H STAINLESS
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APPENDIX

| RECOMMENDED KISWEL LTD.
FILLER METALS FOR WELDING THE ASTM STEELS

ASTM TYPE OF KISWEL FILLER METAL
peschaTon  CLASSORGRADE ) SMAW GMAW/SAW FCAW
A377-84
A381-88 Y35 thru Y50 STEEL

Y52, Y60 STEEL K-7018 KC-25 KX-100, KX-200

KC-28 K-71T, K-71TM

Y65 LOWALLOY K-8018C3 K-81T
A387-87 Grade 2,12, 11 Cr/Mo K-8018B2 K-81TB2

Grade 22, 21 Cr/Mo K-9018B3 K-91TB3

579 Cr/Mo
A389-86 C-23 Cr/Mo K-8018B2 K-81TB2

C-24 Cr/Mo K-9018B3 K-91TB3
A391-86 ALL Cr/Mo
A395-88 NICKEL
A403-88a WP/CR 304, 304N STAINLESS  KST-308 M-308 K-308T

WP/CR 304L, 304LN  STAINLESS KST-308L M-308L K-308LT

WP/CR 304H STAINLESS

WP/CR 309 STAINLESS = KST-309 M-309 K-309T

WP/CR 316, 316N STAINLESS  KST-316 M-316 K-316T

WP/CR 316L,316LN ~ STAINLESS KST-316L M-316L K-316LT

WP/CR 316H STAINLESS

WP/CR 317 STAINLESS = KST-317

WP/CR 317L STAINLESS  KST-317L K-317LT

WP/CR 321,347,348  STAINLESS KST-347 M-347 K-347T
A405-88 P24 Cr/Mo K-8018B2 K-81TB2
A409-88a TP 304 STAINLESS = KST-308 M-308 K-308T

TP 304L STAINLESS = KST-308L M-308L K-308LT

TP 309S STAINLESS  KST-309 M-309 K-309T

TP 309Ch STAINLESS

TP 310S STAINLESS = KST-310 M-310

TP 310Ch STAINLESS

TP 316 STAINLESS KST-316 M-316 K-316T

TP 316L STAINLESS  KST-316L M-316L K-316LT

TP 317 STAINLESS  KST-317

TP 321,347,348 STAINLESS  KST-347 M-347 K-347T
A414-88 A B,C STEEL K-6012, KR-3000  KC-25 KX-100, KX-200

KC-28 K-71T, K-71TM
D,EF,G STEEL K-7018 KX-100, KX-200
K-71T, K-70TB, K-71TM

A420-88 WPL6 STEEL K-7018 KC-25 KX-100, KX-200

K-71T, K-70TB, K-71TM
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ASTM TYPE OF KISWEL FILLER METAL
pescnaTion CLASSORGRADE jprpy SMAW GMAW/SAW FCAW
A420-88  WPL9 NICKEL STEEL
WPL3 NICKEL STEEL
WPL8 NICKEL STEEL
A82386 1 CrMo K-8018B2 Z0-60 K-81TB2
2 CrMo K-8018C3 K-81T
A424-80 STEEL K-7018 KC-25 KX-100, KX-200, K-71T, K-71TM
A426-80  CP1,CP15 CrMo K-7018A1
CP2,CP11,CP12  CrMo K-8018B2
CP5, CP5b, CP21  CrMo KST-309 M-309 K-309T
CP7,CP9 STAINLESS  KST-309 M-309 K-309T
CP22 CrMo K-9018B3
A430-88  FP304,304H,304N STAINLESS  KST-308 M-308 K-308T
FP316,316H,316N STAINLESS  KST-316 M-316 K-316T
FP321,321H,347  STAINLESS  KST-347 M-347 K-347T
A434-81 BB (4130, 8630)
(1988) (4140)
BC (4130, 8630)
(4140)
(4340, 4330)
BC (4130)
(4140)
(4330, 4340)
A239-83  ALL
Adi2-86a 55 STEEL K-7018 KC-28 KX-100, KX-200
K-71T, K-70TB, K-71TM
65 STEEL K-8018C3 KC-28 KX-100, KX-200
K-71T, K-70TB, K-71TM
A444-88 KCL-10 KC-25 K-NGS, K-NGS11
A446-87 KCL-10 KC-25 K-NGS, K-NGS11
A447-81 STAINLESS _ KST-309 V309 K-309T
A251-80  CPF3, CPF3A STAINLESS  KST-308L VI-308L K-308LT
CPF8, CPF8A STAINLESS  KST-308 M-308 K-308T
CPF3M STAINLESS  KST-316L M-316L K-316LT
CPF8M STAINLESS  KST-316 M-316 K-316T
CPF10MC STAINLESS  KST-318
CPF8C STAINLESS  KST-347 M-347 K-347T
CPHS, CPH20 STAINLESS  KST-309 M-309 K-309T
CPK20 STAINLESS  KST-310 M-310
A252-88  TP304H STANLESS  KST-308 V308 K-308T
TP347H STAINLESS ~ KST-347 M-347 K-347T
TP316H STAINLESS  KST-316 M-316 K-316T
A455-82 LOWALLOY  K-7018,K-8018C3  KC-28 KX-100, KX-200
K-71T, K-70TB, K-71T
A457-82 STANLESS  KST-318
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APPENDIX

| RECOMMENDED KISWEL LTD.
FILLER METALS FOR WELDING THE ASTM STEELS

ASTM TYPE OF KISWEL ALLER METAL
DesGuATIoN CLASSORGRADE ypeyyy SVAW  GMAW/SAW FCAW
A458-88 STAINLESS KST-318
A463-88 STEEL KCL-10 KC-25 K-NGS, K-NGS11
A469-87a 1 STEEL K-7018 KC-25 KX-100, KX-200

KC-28 K-71T, K-70TB, K-71TM

2 NICKEL STEEL
3 NICKEL STEEL
4 NICKEL STEEL
56,7 NICKEL STEEL

A470-84 1 STEEL K-7018 KC-28 KX-100, KX-200

K-71T, K-70TB, K-71TM

2 NICKEL STEEL
3&5 NICKEL STEEL
4,6,7,8 NICKEL STEEL

A471-87a 10 NICKEL STEEL

A473-87 201,202,205,302 STAINLESS KST-308 M-308 K-308T
302B,304,305,308
303 STAINLESS KST-308L, KST-312  M-308L K-308LT
304L STAINLESS KST-308L M-308L K-308LT
309, 309S STAINLESS KST-309 M-309 K-309T
310, 310S, 314 STAINLESS KST-310 M-310
316 STAINLESS KST-316 M-316 K-316T
316L STAINLESS KST-316L M-316L K-316LT
317 STAINLESS KST-317
321,347,348 STAINLESS KST-347 M-347 K-347T
403, 405, 410 STAINLESS KST-410 M-410 K-410T
410S, 414
416, 420 STAINLESS
429, 430, 431 STAINLESS KST-430 M-430
440A, 440B, 440C  STAINLESS KST-309, KST-312  M-309, K-309T

KST-310 M-310

501,501A,5601B,5602 STAINLESS

A476-84

A477-81 651 STAINLESS KST-318

A478-82 302, 304, 305 STAINLESS KST-308 M-308 K-308T
304L STAINLESS KST-308L M-308L K-308LT
309Ch STAINLESS
310Chb STAINLESS
316 STAINLESS KST-316 M-316 K-316T
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ASTM TYPE OF KISWEL ALLER METAL
DESiGNATION ~ CLASSORGRADE yprry SMAW GMAW/SAW FCAW
A478-82 316L STAINLESS ~ KST-316L M-316L

317 STAINLESS  KST-317 K-316LT
A479-88a 302,304,304H,304N  STAINLESS  KST-308 M-308 K-308T
304L, 304LN STAINLESS  KST-308L M-308L K-308LT
3098 STAINLESS  KST-309 M-309 K-309T
309Ch STAINLESS
3108 STAINLESS ~ KST-310 M-310
310Ch STAINLESS
316, 316N STAINLESS ~ KST-316 M-316 K-316T
316L, 316LN STAINLESS ~ KST-316L M-316L K-316LT
321,321H,347,348  STAINLESS  KST-347 M-347 K-347T
403,410,414,405 STAINLESS ~ KST-410 M-410 K-410T
430 STAINLESS  KST-430 M-430
A487-88 11A, 12A, 16A STEEL K-8018C3 K-81T
1A, 1B, 1C, STEEL K-9018M
2A, 2B, 2C, 4A
4C,8A,9A,9C,13A
4B,4D 4E 8B,8C ALLOY STEEL K-11018M
9B, 9D
10A,11B,12B,13B
6A6B,7A,14A,10B  ALLOYSTEEL K-12018M
A493-88 302, 304, 305 STAINLESS  KST-308 M-308 K-308T
316 STAINLESS ~ KST-316 M-316 K-316T
384 STAINLESS  KST-309 M-309 K-309T
429, 430 STAINLESS ~ KST-430 M-430
410,431 STAINLESS  KST-410 M-410 K-410T
440C STAINLESS  KST-312
A494-87a M-35-1, M-255
A496-85 LOW ALLOY. KC-28 KX-100, KX-200, K71T, K-71TM
A497-86 LOW ALLOY KC-28 KX-100, KX-200, K-71T, K-71TM
A499-81 50 STEEL KC-28 KX-100, KX-200, K-71T, K-71TM
60 STEEL KC-80D2
A500-84 ALL STEEL KCL-10, KCL-11 KC-25~ KX-100, KX-200
K-6012, KR-3000 KC-28 K-71T, K-71TM
K-7018
A501-88 ALL STEEL KCL-10, KCL-11  KC-25~ KX-100, KX-200
K-6012, KR-3000 KC-28 K-71T, K-71TM
K-7018
A508-88a 1,A1,2,3,2a,3a K-9018M, K-10018M KC-80D2
4b, 4,5, 4a,5a K-11018M, K12018M
A511-88a MT302, MT304, STAINLESS  KST-308 M-308 K-308T
MT305
MT-309S STAINLESS  KST-309 M-309 K-309T
MT-310S STAINLESS ~ KST-310 M-310
MT-316 STAINLESS ~ KST-316 M-316 K-316T
MT-316L STAINLESS  KST-316L M-316L K-316LT
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APPENDIX

| RECOMMENDED KISWEL LTD.
FILLER METALS FOR WELDING THE ASTM STEELS

ASTM TYPE OF KISWEL FILLER METAL
DesiGNaTiON  CLASS OR GRADE METAL SMAW GMAW/SAW FCAW
A511-88a  MT317 STAINLESS  KST-317
MT321,MT347 STAINLESS ~ KST-347 M-347 K-347T
MT403,MT410 STAINLESS  KST-410 M-410 K-410T
MT414,MT416SE
MT431 STAINLESS  KST-430 M-430
MT440A STAINLESS  KST-312
MT405 STAINLESS K-410NiMoT
MT429,MT430 STAINLESS  KST-430 M-430
MT446-1,MT446-2  STAINLESS  KST-309, KST-310  M-309, M-310 _ K-309T
A512-86 ALLEXCEPT 1110 STEEL KCL-10, KCL-11 KC-25 KX-100, KX-200
1115, 1117 K-6012, KR-3000 K-71T, K-71TM
K-7018
A513-88 1008 thru 1015 STEEL KCL-10, KCL-11 KC-25 KX-100, KX-200
K-6012, KR-3000 K-71T, K-71TM
1016 thru 1035 STEEL K-7018 KC-28 KX-100, KX-200
K-71T, K-71TM
4130, 8630 ALLOY STEEL
4140 ALLOY STEEL
A514-88 ALL LOWALLOY  K-11018M
K-12018M
A515-82 ALL STEEL K-7018 KC-25 KX-100, KX-200
KD-42 K-71T, K-71TM
A516-86 ALL STEEL K-7018 KC-25,KD-42  KX-100, KX-200,
K-71T, K-71TM
A517-87a  ALL LOWALLOY  K-11018M
K-12018M
AB21-76 CA, CC, CC1 STEEL KCL-10, KCL-11 KC-25 KX-100, KX-200
K-6012, KR-3000 K-71T, K-71TM
CE, CF, AA, AB STEEL K-7018 KC-28 KX-100, KX-200
K-71T, K-71TM
AC,AD,CF1,CG  LOW ALLOY KC-80D2 KX-100, KX-200
AE LOW ALLOY
AF LOWALLOY  K-11018M
A522-87 ALL STAINLESS
A523-88 A&B STEEL KCL-10, KCL-11 KC-25~ KX-100, KX-200
K-6012, KR-3000  KC-28 K-71T, K-71TM
A524-88 T&ll STEEL KCL-10, KCL-11 KC-25~ KX-100, KX-200
K-6012, KR-3000  KC-28 K-71T, K-71TM
A526-85 STEEL KCL-10 KC-25~ K-NGS,
A527-85 KC-28 K-NGS11
A528-85 KCL-10, KCL-11
A529-88 STEEL K-6012, KR-3000  KC-25 KX-100, KX-200
K-71T, K-71TM
AB33-87 Al STEEL
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ASTM TYPE OF KISWEL FILLER METAL
CLASS OR GRADE
DESIGNATION METAL SMAW GMAW/SAW FCAW
A533-87 B1,82,C1,C2,D1,02 LOW ALLOY
A3,83,C3,D3 LOWALLOY  K-11018M

A536-84 60-40-18, 60-45-12  NICKEL
60-42-10, 70-50-05

A537-86 1 STEEL K-7018,K-8018C3  KC-25 KX-100, KX-200
KC-28 K-71T, K-71TM
2 STEEL K-8018C1 KC-80D2 K-80TK2, K-81T
A539-88 STEEL KCL-10 KC-25~ KX-100, KX-200
KC-28 K-71T, K-NGS, K-71TM
A541-88 1,1A STEEL K-7018 KC-28 KX-100, KX-200
K-71T, K-71TM
2,34 Cr/Mo K-8018C3 K-81T
3V, 22B LOWALLOY  K-9018B3 K-91TB3
2A,3A, 7B LOWALLOY  K-10018M
22C,7,8 LOWALLOY  K-11018M
22D,7A,8A LOWALLOY  K-12018M
A542-88 1A,1B,3A,3B,4A,4B  Cr/Mo K-9018B3 K-917B3
4ah, 4aB Cr/Mo
2B, 2C Cr/Mo K-9018B3 K-91TB3
A543-87 1B,1C,3B,3C LOWALLOY  K-11018M
2B,2C LOWALLOY  K-12018M
A553-87h 1 NICKEL
,:;53.4-8% same as A511-88a except for the following
MT-301 STAINLESS ~ KST-308 M-308 K-308T
MT-309S-Cb STAINLESS
MT-330 STAINLESS
A556-88 A2 STEEL KCL-10 KC-25~ KX-100, KX-200
KC-28 K-71T, K-NGS, K-71TM
A557-88 B2, C2 STEEL K-7018 KC-25~ KX-100, KX-200
KC-28 K-71T, K-NGS, K-71TM
A562-82 STEEL K-7018 KC-25~ KX-100, KX-200
KC-28 K-71T, K-NGS, K-71TM
A568-88a ALL STEEL KCL-10, KCL-11 KC-25~ KX-100, KX-200
A569-85 K-6012,KR-3000  KC-28 K-71T, K-71TM
A570-80 K-7018
A571-84 NICKEL
A572-82 42,50, 60 STEEL K-7018 KC-25 KX-100, KX-200, K-70TB
65 LOWALLOY K-8018C3 KC-28 K-81T
A573-88 58, 65 STEEL K-7018 KC-28 KX-100, KX-200, K-70TB
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APPENDIX

| RECOMMENDED KISWEL LTD.

FILLER METALS FOR WELDING THE ASTM STEELS

ASTM TYPE OF KISWEL FILLER METAL
pesgunoy  CLASSORGRADE ey SMAW GMAW/SAW FCAW
A573-88 70 STEEL K-8018C3 KC-28 K-81T
A575-88a  M1008 thru M1025  STEEL KCL-10, K-7018 KC-25~ KX-100, KX-200
KC-28 K-71T, K-71TM
M1031&M1044 STEEL K-8018C3 KC-28 K-81T
A576-87a 1008 thru 1029 STEEL KCL-10, K-7018 KC-25~ KX-100, KX-200
KC-28 K-71T, K-71TM
1030 thru 1040 STEEL K-7018 KC-28 KX-100, KX-200
K-71T, K-71TM
1042 thru 1055 STEEL K-8018C3 K-81T
1060 STEEL KC-80D2
1070, 1078 STEEL K-11018M
AB81-88 303, 303SE STAINLESS  _KST-308 M-308 K-308T
A582-88 416, 416SE STAINLESS  KST-312,KST-410 M-410 K-410T
430, 430F STAINLESS  KST-430 M-430
A587-88 STEEL KCL-10 KC-28 KX-100, KX-200, K-71T, K-
A588-88a  ALL STEEL 20-60 71TM
A589-88a A&B STEEL KCL-10,KCL-1T  KC-25~ K-71TW
K-6012KR-3000  KC-28 KX-100, KX-200
A591-77 STEEL KCL-10 KC-25 K-71T, K-71TM
A592-85  A.E,F LOWALLOY K-11018M K-NGS, K-NGS11
A595-88 A B,C STEEL K-7018 KC-25,
KC-28 KX-100, KX-200
AB02-70  ALL NICKEL K-71T, K-71TM
AB06-85 ALL STEEL Z0-60
A607-85 45, 50 STEEL KCL-10, KCL-11 KC-25 K-71TW
K-6012,KR-3000 KX-100, KX-200
55, 60 STEEL K-7018 KC-25 K-71T, K-71TM
KC-28 KX-100, KX-200
65,70 STEEL K-8018C3 K-71T, K-71TM
A608-88 HC30, HD50 STAINLESS  KST-430 M-430 K-81T
HE35 STAINLESS ~ KST-312
HF30 STAINLESS  KST-347 M-347
HH30,HH33,HI35 STAINLESS  KST-309 M-309 K-347T
HK30,HK40 STAINLESS K-309T
HL30,HL40 STAINLESS  KST-310 M-310
A61185 A, B,C,D STEEL KCL-10,KCL-11 KC-25
if copper K-6012,KR-3000 KX-100, KX-200
is specified E STEEL K-8018C3 KC-28 K-71T, K-71TM
use KX-100, KX-200
ALL STEEL Z0-60 K-71T, K-71TM
A612-87 STEEL K-8018C1 K-71TW
A615-87a 40 STEEL K-7018 KC-25 K-81T
KX-100, KX-200
60 LOW ALLOY K-9018M K-71T, K-70TB, K-71TM
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ASTM CLASSOR  TYPE OF KISWEL FILLER METAL
DESIGNATION GRADE METAL SMAW GMAW/SAW FCAW
A615-87a 75 LOWALLOY K-11018M
A616-87 50 LOW ALLOY KX-100, KX-200
K-71T, K-70TB, K-71TM
60 LOWALLOY K-9018M
A617-87 40 STEEL K-7018 KC-25~ KX-100, KX-200
KC-28 K-71T, K-70TB, K-71TM
60 LOWALLOY K-9018M
A618-88 ALL STEEL K-7018 KC-25~ KX-100, KX-200
KC-28 K-71T, K-70TB, K-71TM
A619-82 STEEL KCL-11, K-6012 KC-25~ KX-100, KX-200
A620-84 KR-3000, K-7018 KC-28 K-71T, K-NGS, K-71TM
A621-82
A622-82
A633-88a A CD STEEL K-7018 KC-25,KC-28 KX-100, KX-200
K-71T, K-70TB, K-71TM
E LOWALLOY K-8018C3 KC-28 K-81T
A635-88 1006 thru 1023~ STEEL K-7018 KC-25 KX-100, KX-200
K-71T, K-71TM
AB42-85 STEEL KCL-10 KC-25 K-NGS, K-NGS11
A649-87 2,4 STEEL K-7018 KC-25~ KX-100, KX-200
KC-28 K-71T, K-71TM
1A2 LOW ALLOY
1A1 LOW ALLOY
AB1 LOW ALLOY
3 Cr/Mo K-8018B2
1B2 Cr/Mo K-11018M
A656-88 50, 60 STEEL K-7018 KC-25~ KX-100, KX-200
KC-28 K-71T, K-71TM
70 LOWALLOY K-8018C3 K-81T
80 LOWALLOY K-9018M
A659-85 ALL STEEL KCL-10, KCL-11 KC-25~ KX-100, KX-200
K-6012, KR-3000 KC-28 K-71T, K-71TM
K-7018
A660-88 ALL STEEL K-7018 KC-25 KX-100, KX-200
A662-86 A&B STEEL K-7018 KC-25 KX-100, KX-200
K-71T, K-71TM
© LOWALLOY K-8018C3 K-81T
A663-88 45,50,55,60,65 STEEL K-7018 KC-25 KX-100, KX-200
K-71T, K-71TM
70,75, 80 LOW ALLOY KC-28 KX-100, KX-200
K-71T, K-71TM
A666-88 201,202,301,302,304 STAINLESS KST-308 M-308 K-308T

KISWEL 1



APPENDIX

| RECOMMENDED KISWEL LTD.

FILLER METALS FOR WELDING THE ASTM STEELS

ASTM TYPE OF KISWEL FILLER METAL
DEsiGNATION  CLASS OR GRADE METAL SMAW  GMAW/SAW FCAW
AB66-68 304L, 304LN STAINLESS  KST-308L M-308L  K-308LT
316, 316N STAINLESS ~ KST-316 M-316 K-316T
316L STAINLESS  KST-316L M-316L  K-316LT
AB68-85a A, AH,B,BH,C,CH  STEEL K-7018 KC-25 KX-100, KX-200
D, DH K-71T, K-71TM
E, EH, G, GH LOW ALLOY kc-28 K-81T
F,FH, H, HH Cr/Mo K-8018B2 K-917B3
J, JH, K, KH Cr/Mo
L,LH Cr/Mo K-11018M
M, MH, N, NH STAINLESS
A671-85 CAB5, CB60, CB65  STEEL K-7018 KC-25 KX-100, KX-200
CB70,CC60,CC65,CCT0 K-71T, K-71TM
CE55, CD70
CD80,CE60,CF65 LOWALLOY  K-8018C1
CF70
CF-66, CF71 LOWALLOY  K-8018C2
CJ101thru CJ113 LOWALLOY ~ K-11018M
CK75 LOWALLOY  K-7018A1 K-81TB2
K-8018B2
A672-81 A5,A50,A55,B55 STEEL K-7018 KC-25 KX-100, KX-200
B60,B65,870,C55 K-71T, K-71TM
C60,C65,C70,070
D80,E55,E60
H75, H80 LOWALLOY  K-7018A1 K-81TB2
K-8018B2
J80, 90, J100 LOWALLOY  K-7018A1
K-10018M
K75,K85,L65,670 LOWALLOY  K-8018B2 K-81TB2
L75,M70,M75,N75
A675-88 40,50,55,60,65,70 STEEL K-7018 KC-25~  KX-100,KX-200
KC-28 K-71T, K-71TM
75,80,90 LOWALLOY  K-9018M
A678-88 A STEEL K-7018 KC-28 KX-100,KX-200,K-71T K-71TM
B STEEL K-8018C3
Cc.D CARBON STEEL  K-11018M
AGB8-88a P304 STAINLESS  KST-308 M-308 K-308T
TP304L, TP304LN STAINLESS  KST-308L M-308L  K-308LT
TP316 STAINLESS  KST-316 M-316 K-316T
TP316L,TP316LN STAINLESS  KST-316L M-316L  K-316LT
TPXM-29 NICKEL ALLOY
A690-88 ALL LOW ALLOY 20-60
AB91-85a  CM-65,CM-70 Cr/Mo K-7018A1

EA KISWEL



ASTM CLASS OR TYPE OF KISWEL FILLER METAL
DESIGNATION GRADE METAL SMAW GMAW/SAW FCAW
AB91-85a CM-75,CMSH-70

CMSH-75
CMSH-80 Cr/Mo K-8018C3 K-81T
1/2CR, 1CR, Cr/Mo K-8018B2 K-81TB2
1/4CR
2 1/4CR Cr/Mo K-917B3
A692-88 Cr/Mo K-7018A1
AB94-87 ALL STEEL K-7018 KC-28 KX-100, KX-200
K-71T, K-71TM
AB95-81 A B,C,D STEEL K-7018 KC-25 KX-100, KX-200
GRADE 35 & 40 K-71T, K-71TM
A, C,D Cr/Mo K-9018M KC-80D2
GRADE 45 & 50
AB96-85 B STEEL KCL-10, KCL-11 ~ KC-25 KX-100, KX-200
K-6012, KR-3000 K-71T, K-71TM
© STEEL K-7018 KC-25 KX-100, KX-200
KC-28 K-71T, K-71TM
AT704-85 40 STEEL K-7018 KC-25 KX-100, KX-200
K-71T, K-71TM
60 Cr/Mo K-9018M
A706-88 60 Cr/Mo K-8018C3 K-81T
A707-87 L1,L2,13 STEEL K-7018 KC-28 KX-100,KX-200,K-71T K-71TM
L4 LOWALLOY K-8018C1
L5, L6 LOWALLOY K-8018C3
L7,18 LOWALLOY K-8018C2
A709-88a 36, 50 STEEL KCL-10, KCL-11 ~ KC-25 KX-100, KX-200
K-6012, KR-3000 K-71T, K-71TM
K-7014, K-7024
K-7018
50W LOW ALLOY Z0-60
70W LOW ALLOY Z0-60
100 LOWALLOY K-11018M
AT710-87 A1,A3,B LOWALLOY K-8018C2
A2 LOW ALLOY  K-8018C3 KX-100, KX-200
K-71T, K-71TM
C1,C3 LOWALLOY K-10018M
AT714-84 ALL LOW ALLOY Z0-60
AT715-88 50, 60 STEEL K-7018 KC-25 KX-100, KX-200
K-71T, K-71TM
70,80 LOWALLOY K-8018C3
A724-88 ALL Cr/Mo K-11018M
A727-87 Cr/Mo K-7018A1
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APPENDIX

| RECOMMENDED KISWEL LTD.
FILLER METALS FOR WELDING THE ASTM STEELS

ASTM CLASS OR TYPE OF KISWEL FILLER METAL
DESIGNATION GRADE METAL SMAW GMAW/SAW FCAW
A730-81 A&B STEEL K-7018 KC-25 KX-100, KX-200

K-71T, T-71TM
A732-85 1A2A2Q,3A5N  STEEL KC-28 KX-100, KX-200
K-71T,K-71TM K-71TM
6N Cr/Mo KC-80D2
7Q,8Q, 14Q Cr/Mo
9Q, 100 Cr/Mo
A734-87a A LOWALLOY  K-8018C3
B LOW ALLOY  K-8018C1
A735-87 ALL LOW ALLOY KC-80D2
A737-87 B LOW ALLOY  K-8018C3
C LOWALLOY  K-9018M
A738-87a A LOWALLOY  K-8018C3 Z0-60
B&C LOWALLOY  K-9018M Z0-60
A739-81a B11 LOW ALLOY  K-8018B2 K-81TB2
B22 LOWALLOY  K-9018B3 K-91TB3
A744-88a CF-8 STAINLESS KST-308 M-308 K-308T
CF-8M STAINLESS KST-316 M-316 K-316T
CF-8C STAINLESS KST-347 M-347 K-347T
CF-3 STAINLESS KST-308L M-308L K-308LT
CF-3M STAINLESS KST-316L M-316L K316LT
A757-88a A1Q, A2Q ALLOY STEEL  K-7018 KC-25 KX-100, KX-200
K-71T, K-71TM
B2N, B2Q ALLOY STEEL  K-8018C1
B3N, B3Q ALLOY STEEL  K-8018C2
c1Q ALLOY STEEL
DIN1,DIN2DIN3 ALLOY STEEL  K-9018B3 K-91TB3
D1Q1,01Q2,01Q3
A757-88a E1Q, E2N, E3N ALLOY STEEL  K-11018M
A758-88 ALL STEEL K-7018 KC-25 KX-100, KX-200
K-71T, K-71TM
A759-85 STEEL K-7018 KC-25 KX-100, KX-200
K-71T, K-71TM
A765-87 | LOWALLOY  K-8018C3
I LOWALLOY  K-8018C1
A769-88 36,40,45,50,60 STEEL KCL-10,K-7018  KC-25 KX-100, KX-200
KR-3000 K-71T, K-71TM
A769-88 80 LOW ALLOY  K-9018M,
K-10018M
A771-88 TP316 STAINLESS KST-316 M-316 K-316T
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ASTM CLASS OR TYPE OF KISWEL FILLER METAL
DESIGNATION GRADE METAL SMAW GMAW/SAW FCAW
AT74-88 TP304L STAINLESS KST-308L M-308L K-308LT

& TP316L STAINLESS KST-316L M-316L K-316LT
A778-88 TP317L STAINLESS KST-317L K-317LT

TP321,TP347  STAINLESS KST-347 M-347 K-347T
A782-87 1 LOW ALLOY K-9018B3 K-81TB2
2 LOW ALLOY K-11018M K-91TB3
3 LOW ALLOY K-12018M
A787-84b ALL STEEL KCL-10, KCL-11 KC-25 KX-100, KX-200
KR-3000 K-71T, K-71TM
A792-86 ALL STEEL KCL-10 KC-25 K-NGS, K-NGS11
A793-85 STAINLESS KST-308 M-308 K-308T
A795-88 A&B STEEL KCL-10, KCL-11 KC-25 KX-100, KX-200
KR-3000 K-71T, K-71TM
If Galvanized STEEL KCL-10 KC-25 K-NGS, K-NGS11
AB816-88 50 & 60 STELL KCL-10 KC-25 K-NGS, K-NGS11
AB23-84 ALL NICKEL ALLOY
AB44-87h NICKEL ALLOY
AB52-88a LOW ALLOY Z0-60
AB71-87 LOW ALLOY 20-60
A873-87a 1,2,3 4 LOW ALLOY K-9018B3 K-91TB3
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___( CONVERSIONTABLES )

STRESS CONVERSION TABLE (Ibffin’ < kgffmm?)
bbffin® 0000 1000 2000 3000 4000 5000 6000 7000 8000 9,000
kgf/mm’

0,000 0.000 0.703  1.406 2.109 2.812 3515 4.218 4.922 5.625 6.328

10,000 7.031 7734 8437 9140 9843 10546 11.249  11.952 12.655  13.359
20,000 14063 14765 15.468 16.171 16874 17.577 18280 18983 19.686  20.389
30,000 21.092 21796 22499 23202 23905 24608 25311 26014 26717  27.420
40,000 28123 28826 29529 30.233 30936 31.639 32342 33045 33748 34.451
50,000 35154 35857 36560 37.263 37.966 38.669 39.373  40.076 40.779  41.482

60,000 42185 42.888 43591 44294 44997 45700 46.403 47.106 47.810 48513
70,000 49216  49.919 50622 51325 52.028 52731 53434 54137 54840 55543
80,000 56.247 56.950 57.653 58356 59.059 59.762 60.465 61.168 61.871 62574
90,000 63277 63980 64684 65387 66.090 66793 67.496 68.199 68902  69.605
100,000  70.308 71.011 71714 72417 73120 73824 74527 75230 75933 76.636

110,000 77.339 78012 78745 79.448 80.151 80.854 81557 82261 82964 83.667
120,000 84370 85073 85776 86.479 87.182 87.885 88588 89.291 89.994  90.698
130,000  91.401 92104 92807 93510 94213 94916 95619 96322 97.025 97.728
140,000 98.431 99.134 99.838 100.541 101.244 101.947 102.650 103.353 104.056 104.759
150,000 105.462 106.165 106.868 107.571 108.275 108.978 109.681 110.384 111.087 111.790

160,000 112.493 113.196 113.899 114.602 115305 116.008 116.712 117.415 118.118 118.821
170,000 119.524 120227 120930 121.633 122.336 123.039 123742 124.445 125148 125.852
180,000 126.555 127.258 127.961 128.664 129.367 130.070 130.773 131.476 132.179 132.882
190,000 133585 134.289 134992 135695 136.398 137.101 137.804 138507 139.210 139.913
200,000 140.616 141319 142.022 142726 143.429 144132 144.835 145538 146.241 146.944

210,000 147.647 148.350 149.058 149.756 150.459 151.163 151.866 152.569 153.272 153.975
220,000 154.678 155.381 156.084 156.787 157.490 158.193 158.896 159.599 160.303 161.006
230,000 161709 162.412 163.115 163818 164521 165.224 165.224 166.630 167.333 168.036
240,000 168740 169.443 170.146 170.849 171552 172.255 172.255 173.661 174.364 175.067
250,000 175.770 176.473 177.177 177.880 178583 179.989 179.286 180.692 181.395 182.098

Tbffin® 100 200 300 400 500 600 700 800 900
kgffmm® 00703 0.1406 0.2109 0.2812 0.3515 0.4218 0.4922 05625 0.6328
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HARDNESS CONVERSION TABLE

Vickers Hardness .
Vickers 10mm ball, 3,000kg load Rockwell Hardness Shore Tensﬂeh
Hardness Tungsten 9
(DPH) Stoderd carbide  Bscale T
Ball

940 - - - 68.0 97
920 - - - 67.5 96
900 - - - 67.0 95
880 - 767 - 66.4 93
860 - 757 - 65.9 92
840 - 745 - 65.3 91
820 - 733 - 64.7 90
800 - 722 - 64.0 88
780 - 710 - 63.3 87
760 - 698 - 62.5 86
740 - 684 - 61.8 84
720 - 670 - 61.0 83
700 - 656 - 60.1 81
690 - 647 - 59.7 -
680 - 638 - 59.2 80
670 - 630 - 58.8 5
660 - 620 - 58.3 79
650 - 611 - 57.8 -
640 - 601 - 57.3 771
630 - 591 - 56.8 -
620 - 582 - 56.3 75
610 - 573 - 55.7 -
600 - 564 - 55.2 74 -
590 - 554 - 54.7 - 210
580 - 545 - 54.1 72 206
570 - 535 - 53.6 - 202
560 - 525 - 53.0 Al 199
550 505 517 - 52.3 - 195
540 496 507 - 51.7 69 190
530 438 497 - 51.1 - 186
520 430 488 - 50.5 67 183
510 473 479 - 49.8 - 179
500 465 471 - 49.1 66 174
490 456 460 - 48.4 - 169
480 448 452 - 47.7 64 165
470 LYy 442 - 46.9 - 160
460 433 433 - 46.1 62 156
450 425 425 - 45.3 - 153
440 415 415 - 445 59 149
430 405 405 - 43.6 - 144
420 397 397 - 42.7 57 140
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___( CONVERSIONTABLES )

HARDNESS CONVERSION TABLE (Cont.)

Vickers Hardness 5
Vickers 10mm ball, 3,000kg load Rockwell Hardness Shore Tensﬂeh
Hardness Tun g,
(DPH) Standard I%Tg:n B scale Cscale Hardness (kgflmm))
Ball Ball (Approx.
410 388 388 - 41.8 = 136
400 379 379 - 40.8 55 131
390 369 369 - 39.8 - 127
380 360 360 (110.0) 388 52 123
370 350 350 - 31.7 = 120
360 341 3 (109.0) 36.6 50 115
350 331 331 - 35.5 - 112
340 322 322 (108.0) 344 47 109
330 313 313 - 333 = 105
320 303 303 (107.0) 322 45 103
310 294 294 - 31.0 = 100
300 284 284 (105.5) 29.8 42 97
295 280 280 - 29.2 = 96
290 275 275 (104.5) 285 Iy 94
285 270 270 - 27.8 5 92
280 265 265 (103.5) 27.1 40 91
275 261 261 - 26.4 5 89
270 256 256 (102.0) 25.6 38 87
265 252 252 - 24.8 = 86
260 247 247 (101.0) 240 37 84
255 243 243 - 23.1 - 82
250 238 238 99.5 222 36 81
245 233 233 - 21.3 - 79
240 228 228 98.1 20.3 34 71
230 219 219 96.7 (18.0) 33 75
220 209 209 95.0 (15.7) 32 Al
210 200 200 93.4 (13.4) 30 68
200 190 190 91.5 (11.0) 29 65
190 181 181 89.5 (85) 28 62
180 171 17 87.1 (6.0 26 59
170 162 162 85.0 (3.0 25 56
160 152 152 81.7 (0.0 24 53
150 143 143 78.1 - 22 50
140 133 133 75.0 - 21 46
130 124 124 71.2 - 20 44
120 114 114 66.7 - - 40
110 105 105 62.3 - - -
100 95 95 56.2
95 90 90 52.0
90 86 86 48.0
85 81 81 41.0
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IMPACT VALUE CONVERSION TABLE(1) (- Iof > kgf - m)
ft.b 0 1 2 3 4 5 6 7 8 9
kgf/mm

0 0.000 0.138  0.276 0.415  0.553 0.691 0.830 0968  1.106  1.244

10 1.383 1521 1.659 1797 1.936 2074 2212 2350 2489  2.627
20 2765 2903  3.042 3180 3318 3456 359 3733 3871 4.009
30 4148 4286 4.424 4562 4701 4839 4977 5116 5254 5392
40 5530  5.669 5.807 5945  6.083 6.222  6.360 6.498 6636  6.774
50 6913  7.051 7.189 7328  7.466 7604  7.742 7.881 8019 8157

60 8205 8434 8572 8710 8848 8987  9.125 9.263  9.401 9.540
70 9.678  9.816  9.955 10.093 10231 10.369 10580 10.646 10.784  10.922
80 11.061 11199 11337 11475 11614 11752 11.890 12.028 12167 12305
90 12443 12581 12720 12858 12996 13.134 13273 13411 13549  13.687
100 13826 13.964 14102 14240 14379 14517 14655 14794 14932  15.070

10 15208 15347 15.485 15.623 15761 15900 16.038 16.176 16.314  16.453
120 16591 16729 16.867  17.006 17.144 17.282 17.420 17559 17.697  17.835
130 17973 18112 18250 18.388 18526  18.665 18.803 18941 19.079  19.218
140 19366 19.494  19.632 19.771 19.909  20.047 20.186  20.324  20.462  20.600
150 20739 20877 21.015 21.153  21.292  21.430 21568 21.706 21.845 21.983

160 22121 22259 22398 22536 22.674 22812 22.951 23089 23227 23.365
170 23504 23642 23780 23918 24057 24195 24333 24471 24610 24748
180 24886 25025 25163 25301 25439 25578 25716 25854 25992  26.131
190 26269 26407 26545 26.684 26821 26960 27.098 27.237 27.375 27.513
200 27.651 27.790 27.928 28.066 28.204 28.343 28481 28619 28757 28.896

conversion factor ; 1ft - IbF= 0.138255kgf - m

kgf - m ft - I J
1 7.23275 9.80665

0.13826 1 1.35587

0.10197 0.73754 1
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APPENDIX

___( CONVERSIONTABLES )

IMPACT VALUE CONVERSION TABLE(2) (- Ibf e kgf - m)
ft .b 0.0 0.1 02 03 04 05 06 07 08 09
N - m{orJ}

- 09807 19613 29420 39227 49033 58840 68647 7.8453  8.8260
9.8066 10.787 11768 12749 13729 14710 15691 16.671 17.652  18.633
19613 20594 21575 22555 23536 24517 25497 26478 27.459  28.439
29.420 30401 31381 32362 33343 34323 36304 36285 37.265  38.246
39.227 40207 41188 42169  43.149 44130 45111  46.091 47.072  48.053
49.033 50014 50995 51975 52956 53937 54917 55898 56.879  57.859
58840 59.821 60.801 61782 62763 63.743 64724 65705 66.685  67.666
68.647 69.627 70608 71589 72569 73550 74531 75511 76492  77.473
78.453  79.434 80415 81.39%5 82376 83357 84337 85318 86299  87.279
88.260 89.241 90221 91202 92183 93.163 94.144 95125 96.105  97.086
10 98.066  99.047 10003 101.01 10199  102.97 103.95 10493 10591  106.89
1" 107.87 10885 109.83 11082 111.80 11278 11376 11474 11572  116.70
12 117.68 11866  119.64 12062 12160 12258 12356 12454 12553 12651
13 127.49 12847 12945 13043 13141 13239 13337 134356 13533  136.31
14 137.29 13827 13925 14024 141.22 14220 14318 14416 14515  146.12
15 147.10 14808 149.06 15004 151.02 15200 15298 15396 15495  155.93
16 156.91 157.89 15887 159.85 160.83  161.81 16279 16377 16475  165.73
17 166.71 167.69  168.67 169.66 170.64 17162 17260 17358 17456 17554
18 17652 17750 17848 179.46  180.44 18142 18240 18338 18437  185.35
19 18633  187.31 18829 19827 19025 19123 19221 19319 19417  195.15
20 196.13 19711 198.09  199.07 200.06 201.04 20202 203.00 203.98  204.96
21 20594 20692 207.90 20888 209.86 21084 211.82 21280 21378 21477
22 21575 21673 21771 21869 219.67 220.65 221.63  222.61 22359 22457
23 22556 22653 22751 22849 229.48 23046 23144 23242 23340 23438
24 23537 23634 237.32 23830 239.28 24026 24124 24222 24320 24419
25 24517 24615 24713 24811  249.09  250.07 251.05 252,03 253.01  253.99
26 256497 26595 25693 25791 25890 259.88 260.86 261.84 26282  263.80
21 26478 26576 26674 267.71 26870  269.68 27066  271.64 27262  273.61
28 27459 27557 27655 27753 27851  279.49 28047 28145 28243  283.41
29 28539 28537 286.35 287.33 28832 289.30 29028 29126 29224  293.22
30 29420 29518 29616  297.14 29812 299.10 300.08  301.06 302.04  303.03
31 30401 30499 30697 30695 307.93 30891 309.89 31087 311.85  312.83
32 31381 31479 31677 31675 317.74 31872 31970 32068 321.66  322.64
33 32362 32460 32658 32656 32754 32852 32950 33048 33146 33245
34 33343 33441 33539 33637 337.35 33833 339.31 34029 34127 34225
35 34323 34421 34519  346.17 34716  348.14 349.12 350.10 351.08  352.06
36 35304 35402 35500 35598 35696 357.94 35892 359.90 360.88  361.87
37 36285 36383 36481 36579 36677 367.75 36873 369.71 37069  371.67
38 37265 37363 37461 37559 37658 37756 37854 37952 38050  381.48
39 38246 38344 38442 38540 386.38 387.36 388.34 389.32 390.30 391.29
40 39227 39325 39423 39521 39619 397.17 398.15  399.13  400.11  401.09
] 402.07 403.05 404.03 40501 406.00 40698 407.96 40894 409.92  410.90
2 41188 41286 41384 41482 41580 41678 41776 41874 41972  420.71
43 42169 42267 42365 42463 42561 42659 42757 42855 42953  430.51
44 43149 43247 43345 43443 43642 43640 437.38 43836 439.34  440.32
45 44130 44228 44326 44424 44522 44620 447.18 44816 44914  450.13
46 45111 45209 45307 45405 455.03  456.01 45699 457.97 45895  459.93
47 46091 461.89 46287 463.85 46484 46582 466.80 467.78 46876  469.74
48 47072 47170 47268 473.66 47464 47562 47660 47758 47856  479.54
49 48063 48151 48249 483.47 48445 48543 48641 487.39 48837  489.35

OOTDOTHA~WN =

c2HHE ; 1kgf - m =9.8066N - m (or J)
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Remarks.

1. The abbreviations indicate the approvals as follows;

ABS : American Bureau of Shipping
CCS : China Classification Society

DNV : Det Norske Veritas

KR

: Korean Register of Shipping

NK : Nippon Kaiji Kyokai

BV  :Bureau Veritas

CWB : Canadian Welding Bureau

GL : Germanischer Lloyd

LR  :Lloyd’s Register of Shipping

TUV :Technischen Uberwachungs-Vereine

2.The abbreviations indicate the welding positions as follows;
General F:Flat

OH
BV

GL

LR

: Overhead
P : Downhand
T : Overhead
Vd : Vertical-down
d : downhand
v-d: vertical downward
0 : overhead
D: downhand (flat)
Vu : vertical upward

H: Horizontal

V : Vertical

V : Vertical

F : Flat

V-up: Vertical-up

h : horizontal

h-v : horizontal-vertical

X horizontal-vertical
Vd: vertical downward

Vud : vertical upward or downward

EA KISWEL

CAUTIONS FOR CUSTOMER

A The general data shown on this catalogues of welding consumables,
weld metals, is to explain the representive characteristics, not guarantee
it except of the on shown of specification.

H-Fil: Horizontal fillet
VD: Vertical down

H: Horizontal

FP : Horizontal-Fillet

v-u : vertical upward

O: overhead

A The welding efficiency depends on the chemical compositions of base
metal and welding conditions, the experiences of welder, etc.

A The loss caused by misunderstanding and using of the technical
information shown on this catalogues is up to user.

* Publication Date : April. 15. 2022
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KISWEL LTD.

Seoul office / Overseas Sales Office

166, Heungkook B/D, Toegye-ro, Jung-gu, Seoul, 04627, Korea
TEL : +82-2-2270-9400, FAX : +82-2-2270-9679
E-mail : export@kiswel.com

R&D CENTER

704, Gongdan-ro, Seongsan-gu, Changwon-si, Gyeongnam, 51544, Korea
TEL : +82-55-269-7280, FAX : +82-55-266-4487
E-mail : research@kiswel.com

KISWEL SDN. BHD.

PLO 63, Jalan Keluli 2, 81700 Pasir Gudang, Johor, Malaysia
TEL : +60-7-288-2020, FAX : +60-7-2515-934

fctorlitiice E-mail : marketing @kiswel.com.my
5F, Otori B/D, 4-5, Ohdenma-cho, Nihonbashi, Chuo-Ku, Tokyo, Japan
KISWE!_‘ kJA!?AN LTD. TEL : +81-3-3669-2490, FAX : +81-3-3669-2494
OXyo ofrice E-mail : sungga_kim @kiswel.co.jp
KISWEL B/D, 8-24, 3-Chome, Namba Naka Naniwa-Ku,
KISWEL JAPAN LTD.  Osaka, Japan
Osaka office TEL : +81-6-6636-6615, FAX : +81-6-6636-1275
E-mail : jmjung@kiswel.co.jp
7950 Dixie Hwy Florence, KY 41042, U.S.A
KISWEL INC TEL : +1-859-371-0070, FAX : +1-859-371-5210
Factory & office . X .
E-mail : paulhyun@kiswelinc.com
#73, Zhenpeng Industry Area, Dalian E&T Development Zone,
KISWEL DALIAN LTD. Dalian, Liaoning, 116600, China
Factory & office TEL : +86-411-8751-7780/2, FAX : +86-411-8751-7783
E-mail : bhc1481 @kiswel.com
319, Z.A.E. Wolser F L-:3290, Luxembour:
KISWEL EUROPE ’

Luxembourg office

TEL : +352-26-52-6827, FAX : +352-51-50-21224
E-mail : cklee@kiswel.com

P.O.Box 18394, Jebel Ali, Dubai, U.A.E

KISWEL M.E.Asia TEL : +971-4-883-3673, FAX : +971-4-883-3654
LEEalcics E-mail : skkusp1@kiswel.com
35/5-7 Room No.401 Comet Office Building, Krungthonburi
KISWEL BANGKOK Road Khlongtonsai, Khlongsan, Bangkok 10600 Thailand
Branch Office TEL : +66-2-440-1522
E-mail : sumet@kiswel.com.my
57-59 HoTung Mau Street, Ben Nghe Ward District 1,
KISWEL HOCHIMINH. Ho Chi Minh City, Viet Nam
Branch Office TEL : +84-8-6291-4556, FAX : +84-8-6291-4569
E-mail : hemmarketing_thu @kiswel.com
Jakarta WTC5, Level 3A, Wisma Metropolitan,
KISWEL JAKARTA JI. Jendral Sudrirman Kav, 29-31, Jakarta, 12920.
Branch Office TEL : +62-21-259-850-53, MOBILE : +62-852-1655-3987

E-mail : bennu@kiswel.com.my
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