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Thank you very ‘much fom your favorable support te:the
Shikoku" “Weldings «Electrode (SWECO)!s*  welding

_consumables.

"

Within over fifty years of our engineering experience, we
have been constantlystriving tordevelop new technologies
and emateérials; ‘as well as meeting, with: the diversified
welding technologies_and materials advancements. “We

« “ are an honer.to. get good reputation and. faith in our

products "SHIKOKU RODE! from customers.

We at the SWECO haye been concentrated on supplying
the products. which respond to _‘Ehe-various needs of our
clients.s Also-assuringthe highest quality workmanship.

We hope_you will continue ‘to¥endorse”us even. more

.. strongly..
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For mild steel and high tensile steel

[TIGH#E]
TIG welding

AT LA 22

For stainless steel
[3575v7Z]
Brazing Flux

®55H 23

For silver brazing
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Attention about the safety of welding
A s He - BEELABODA2EZEAEARSHL ST, BT

= = RDZEETF>TLEED,
WARNING

» Before use, read and understand the instruction.

cBEMBOZHERICH o TR, UTORBEEREDTTFH TS,
- BREREREO IERICH - TE. RRFAEDEEREELTTFo TS,

AN B & | BECISTRCESCEFBYET.

=

WARNING « Electric shock can Kill.

7

CEEHICEIMNTRVWTEEA,
(BEBRNLICRBSENLRBT — 7 BEEPBEPOTA VI, BEREBICL-TVET, )
CHRUSIEBRFREGEAL. BALDBhAFRIE ALEVWTCEEL,
cRHWEBIRF IIBARICTRIET 3053 SEMLEEBEEZFERL TSV,
GH. SMICTRET 38, afEERAL TSV,
CBEMIERORICIE. BEEOIRIRFAEL SRATIEERSREET O TSV, FT—XXAN—EII)HL %
FEFHLEVWTL LSV, 2 BULABRENT—JIVeERAL. RTABRET- TBELLET—TIViE, BEE
RRBLTL 2S00,

f - BEOBRETIE1-LEHRICLST, BEEZELED
/ IS . <
e BENDHIET,
c BRVIBETTOREMERIE, BRORZICKY ., EET 3%

friED H Y T,
+ Overexposure to welding fumes may result in symptoms like dizziness
= nausea, dryness or irritation of the nose, throat or eyes.

« Chronic overexposure to welding fumes may affect pulmonary
function.

cERENE1—LXAREEERALEVWE DIC, RETOLEL STEMERT TSV,

- LXEFEELAROREICSL 2B PRERES S UOBRICLIZEEEMLET 220, BABREKEEERTS
h. FFRAREEZERL TEE L,

cBRADBETIR, 2FBREERBL TSV, BICKWERTOBRETIR. DIRV/EBRTET 20, FFRARE
B2BHAT LB, IS NAERBEDDETHEEL T ZE W,

cBiBE. AR, EE. BREEOFROES TR, BEETHEVTLSEIV, ThEDEEMA TEETSE. A
ELARERETEIEDPHVET,

- o iR, ZRMRL EDFETR, HICIRBL IR LBRTET 2, HRAREEEZFEAL T LTV,

CBERT7IvIRERNRIBEICH. BMULAPRELTTOTHRBRFREER. RED I RS VP HEREFLE
BARLTCEEWL,

/N B | 7-7%E. BRRRCEETT.

CAUTION « Arc rays can severely damage eyes or skin.

R

C BEFERBEOERETOIRIE. BEHPELYKEZETI Lr»HREEZBERAL TLEEL, 7140 2L2XEL
T4 ETL—ME, BEFECELLPKXEBESE. JIST S141DOFEREEEZSEICL GEEL T30,

R ET-IRICBHLEWE DL, BEAPLEREFE. RHEOR. MH/\—. 2t E0#EY 4 REE %
BRHLTCEZ WL,

cQEICISU T, BIEEESFROBRBICBIER LN —T o a8 EE#FRB LT, 7—IXHIPMOALDBICAD LWL
L TLEEL,

A E B | AevBRE3zEITRAISYET.

<53

CAUTION * Spatter, slag, melting metal and hot welds can start fires.

v,

* BIAMEDZ WA DI Tld. #FICSEEL EWTLZE 0,
c BT B R/ ENABMICE S BVE D AIBMERDBRVWT 20, BRURBRTEWVGEE IR, TREHN-%

ETRIMMER > TLEEL,

cABICAIBRMDA S =BREEB/IA TR, BRAShARRE AR TRBELEVWTZE W,

c BEEROBVEEMERAIBMISEDOTHEVT LT,

cRH R BEEDBETR. BhAAICH BRI E IRV T £ &0,

CBER b FERBLSAOBEET A Y EBMAIERBIREICEM L KRB TEELEVWTETL,

< 7= TIVOERER IS . BRICHOM T TRIZL <230, £ BMAIT—TJIViE. TE 3£ BETIEMDA

ICEER L T 280,

CBEEESOES ISHKGZEREL T, A—DHBEICHA T,

AN F B | 2y aeR5I0REMICE->T, BERDEUXBET
CAUTION BCEDPHYET,
CBEICESTELEERTRGETDEPHIET,
* Spatter, slag, melting metal, arc rays and hot welds can damage
‘,M‘MMM, eyes, and cause burn injuries.
N

cREDH R, BEALPHLHREFR. RMOR. WAHN— PHOAIHEI L EDREREZBRL T LT,
CBEEIE. AHTRIETFEMALVLIICL TS,
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AN F B | 7 mns0sRTE YRS EQEHIHLEEEL
CAUTION BN H iTo

* A possibility of producing a stab is in the bodies, such as an eye
and a face, at the tip of a wire or a welding electrode.

DAY DIEIRBEN TR, TAVEGEBIPSF LRSI HEVT LI,
cDAYVDFEGEREER BB L E, BEMFERICATAVEIICLTLEEL,
cTAVRBMEERIROBRICIE. »OEFROREOVREBAL TSV,

AN E B | EEMHOERE. FTCL->THPET 3B BY T,
CAUTION * There is a possibility that it may be injured with the fall of welding

f material.
X

CBEMAOERS LUMYEWVCERL T, e 2BATEEHIC. BHROLEICETIERLIFEL TS,

T BREEISLVEIBEEUDRBICERL T LT,

RNy TANTAXIZOVWTIR, BIFRICRRLTHIMNBOEDTEEZ L SFHATHRSMEEL T LT,
CBEMBEORE. EMEIFICE. BECERELLEVWE D ICHEEL T 2T,



1. BEHRAODTEEESEV
Introduction

(1) AAFOJICERBSNBEMHE. BELE. FREELEOHIFET — 213, REOKRNLIFEPMREZ R
BHY27-00EDOTHY ., [Htg] OREERELVTHRELZHDLUNE, REZEKTHHDTEH I EEA,

(2) EEOBREBEMICH T IREMEREICOVTIE., BRIHORET. MROILERS. BIGE, BERG. BRIED
HELEDEEIHUETOTIERC IV,

(3) XA ZOTRBOBMERZR > THEALACEICEUELABEIC2ZXEL UL, BEEZAVPRETOTS
THES W,

2. XA AOTRELDTEE

Information for this catalogue

(1) AAFZOTAORKRIIEHEHOTOET,

B B&FR b2 E&
3K J1S Japanese Industrial Standards H A T 2R HA
Standard | Aws American Welding Society T A ) HIRENE TAY) A
NK Nippon Kaiji kyokai H AW F2 HA
AB American Bureau of Shipping T A R TRAY
LR Lloyd's Register of Shipping oA PSR E 14X 2
fiRtEe | NV Det Norske Veritas Ty P INATRYLZ | Iy x—
Approved | By Bureau Veritas Ea—ua—xX1 %2 777
GL Germanischer Lloyd ruv=y a4 K KA
CR Central Research of Ships S.A Y b Y —F HE (B)
KR Korean Register of Shipping S E b 2= ]

(E) KA &0 788 L 7RIS, R OMRRGEEE I UG, »2 WIIEESRL a0 H Y
FTDOTITRLLEZES N,

(2) BEEOBREMHRIE. JSKREMITLEDREY) TY,

& | #) JISZ3211 E4319 NK | JISHERUOMKEZRELTWBHND,

BAFIEBUL TV RPREIEL THEVHD,

HLRE | B) JIS Z3321 YS308 (TIGHE)

(3) BEEEORESBREMAHITROBEY TY,
S BIRMR S MOEOMBRE TIFICIRED 2 WHE IR, FiRICBIEZRL T,
B THRICIRED R W EIERO T TOMERL I T,

(4) FRICHSVTR—MILMEEZRLTVETH, RECKVELZIZEPHVETOTIFES LI,

(5) HAH2O7BHAMCEEFEREICICUFEMH - BREZBESETREEIOTHMETIERCLE L,

(6) AAHLZOTICHBENRADLFIE. XROLHDFELCERSE TR IENTEIVETOTHSH»UD
CEEB. CTERCEIVETIS>BBEVRLETFET,

(7) &R, BREE A QBRBBICHLxEE, DIEERTHELERLET, BFEEERKDKEADOHRL
B(AETH., TAX, . SRHBEBFCIVELTRRIEERBVELZBZENPISVETOTHSHPLHT
AR, CTERCESVETEISBBVALETFEY,

3BT — V7 BEBEORRICET 52 TFE

Notes on using our covered electrodes

WET—IREE (JTT0-F ) OCERICHE->TIE, UTOEFEESEEDLTF->TLAEWL,

FRLEDEIEEIE
Notes before use
£l 217 HEIREMG REEELDIEEIE
Classify Type Drying condition Notes on welding
BE(C) | B (9) g% 1A
Temp. Time(min.) | Trade name
(&R ERE)
cHWEOBEE ORI A EEMEDOEL. T E—hyhPE—
RARRIWV. TA—R—IL EVIBEELEDEREL)ET DT,
No.8 EREDEG TEIEETH>TLEE,
SR-1 . REFOZERVSETORZIER FAADED X
80~100| 30~60 | SR-2 IRMEEDET BHEIOREEEVET DO TR T I,
FIRKFR ST-10 CBRERTOBEX. T1—ETICLDBZIE XIFEEE
Non low SB-27 BETIEZOTHEMEERESEEETY . Vr—ELTIRITER
hydrogen type D2.5F IR TITo TR,
BBV (TERUVKFETHABIZERE)
490MPaifk - BER R BIRORERELESICL) EEE RS BLYE
R 715H 200~250 | 30~60 | SM-50G TOT 25T DOH S REEEH TERREET>TEEN,
Mild steel and
highigg':illzasteel (LB BER)
C BIEREMERRIC AR DOERM TRIEE T T,
SLV-16 T —UREDERG. TAO—R—ILRE Y DREERS D,
SL-50T BRVAZ—MEEEE/IIEEEERALTZE0,
EXFR 300~350 | 30~60 SL-50R c T=URIITERLETREIMR- TS,
Low SLH-52
hydrogen type SL-55 (FRRUKFS HPEERE)
CBAEAEGERORBERELECL) BEERIVELVE
TDT RTZTDD R IREEE A TERFAREEIT- TS,
(&R RERE)
C BIEREMERRICARDOES TRIEE T T,
SS-308 CBAREERTOBEZRG BRUEEIL (FEMTEES
S8-308L BOMEEEELESEN HYET DT HREREBHEANTHE
§S8-309 ALTLEZE N,
AFLR | A LFE=TFH | 200~250 | 30~60 SS-309L - BRSEDH. JIZEDEYIIREEL TS,
Stainless steel | Lime-titania type SS-309MoL | - BEDY,—ELJIEEERBORREEGNETD T J1—
SS-316L ELTIRISERD2.5ZURICEEDHTLEEL,

c 309RBHEBTEMBET IS BMERIMEXICES
EBREINDPRETIIENVHIETOT . EREEINAS
LEDEBNVETT,

4 BIEREEELS

Symbols used on data sheet for welding positions

BERERZETRORSTEAVTRLTVET,

Ul | T
L~ | Fla
PEJ\_ £
|] Overhead

PB \J AFTEN pg

Horizontal Fillet

3L B
ﬁ Vertical Up

LRAKFT HA

1M 7
4= Horizontal Vertical PD % Horizontal Fillet

for Overhead

PG

] I
ﬂ Vertical Down
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:/ - 7 Ad— l\ﬁ’gﬁ—%ﬁ Welding consumables approved by shipping registers

SRR ARNBERS T A) Ak o1 Fiaikins TR IV RIYBEZ E1—O—~XJZX T =y )bOqR ERTIV) Y —F EEMR =
! (NK) (AB) (LR) (NV) (BV) (GL) (CR) (KR)
BEE B B Grade B B Crads B B Grade B B Crads B [=3ES Crade B =3ES Grade prate =3ES Crads B :3ES
shiE $447 JISHEE Q) L] £ mm B mm &R mm Rk mm &R mm £ mm &R mm R mm
No.8 E4319 U KMW3 F.V,0 | =5.0 3 Al [2.6~5.0 3m | F,V,0 [3.2~5.0 3 |F.V,0H[3.2~5.0/ 3 |FV,0,H|3.2~5.0 3 |F,V,0,H[3.2~5.0| 3 Al [2.6~5.0] 3 Al [3.2~5.0
F =6.0 F |5.5~6.0 F |5.5,6.0 F|5.5,6.0 F |5.5,6.0 F |5.5,6.0 F.HF |5.5,6.0 F |5.5,6.0
SR-1 E4303 U KMW3 F,V,O,H| =5.0 3 Al [3.2~5.0 3m | F,V,0 |3.2~5.0 3 |FV,0H[3.2~5.0 3 |FV,0.H|3.2~5.0{ 3 |F,V,0,H|3.2~5.0] 3 Al |2.6~5.0] 3 All [3.2~5.0
" SR-2 E4303 KMW3 F.V,0 | =5.0 3 Al [2.6~5.00 3m | F,V,0 [3.2~5.0 3 |F.V,0,H[3.2~5.0
ki
Ay F =6.0 F |5.5~6.0 F |5.5,6.0 F|5.5,6.0
C B
=2 ST-10 E4313
EEE
2=, SB-27 E4340 KMW3 F =7.0 3 F |4.0~7.0 3m3G | F [4.0~7.0 3 F|4.0~7.0 3 F[4.0~7.0 3 F.H [4.0~7.0] 3 F.H |4.0~7.0 3 FH [4.0~7.0
i =
B SLV-16 E4948 H15 KMW53-H15 [FVD,OH| =5.5 | 3Y |F.VD,0H|[3.2~5.0 33$"m F,VD,0 [3.2~5.0 3YH10 |F,VD,0,H|3.2~5.0| 3YHH | F,VvD, |3.2~5.5| 3YH15 |F,VD,0.H [3.2~5.0| 3YH All  [3.2~5.0| 3YH15 |F,VD,0 |3.2~5.5
"o FV-down| 5.5 FVD | 5.5 F.VD 5.5 O.H F.VD 5.5 FHFVD | 5.5
7% 2m,2Ym
I% SM-50G E4940-G KMW52 FH | =7.0 | 2y HF  |4.0~7.0(5G%va| F  [4.0~7.0 2 HF  [4.0~7.0] 2Y F o [4.0~7.0 2,2Y | HF [4.0~7.0
g
] 3m,
e SL-50T E4948 H15 KMW53-H15 [FVD,OH| =<4.0 | 3Y [AlLV-down 2.e~4.o3YmT”5 F,VD,0 [3.2~4.0 3YH10 |F,VD,0,H|2.6~4.0| 3YHH [F,VD,0.H|3.2,4.0| 3YH10 [F,VD,0H[3.2~4.0| 3YH | AlLvd [3.2~4.0
%
#® SL-50R KMW53-H15 | F,V,0 | =4.0 | 3Y All  [3.2~4.0[3YmH15| F,V,0 [3.2~4.0 3YH15 |F,V,0,H|3.2~4.0
SLH-52 E4928 H15
SL-55 E4916 H15  |KMW53Y40-H10 [F,V,0.H| =5.0 | 3Y All  [3.2~5.0 33$‘m F.V,0 [3.2~5.0 3YH10 |F,V,0,H|3.2~5.0| 3YHH [F,V,0,H|3.2~5.0| 3YH10 |F,VD,0.H [3.2~5.0| 3YH Al [3.2~5.0
H15
F =6.0 F |5.5~6.0 F |5.5,6.0 F|5.56.0 F |5.5,6.0 F o |5.56.0 FHF | 6.0
SS-308 ES308-16 KD308 F.V,O.H| =4.0
F 5.0
A $S-308L ES308L-16
z
v $5-309 ES309-16 KD309  |F.V.0H| =4.0
X =
[
8 2 F 5.0
H o
# O
c $S-309L ES309L-16
A
72
| 5| sS-309MoL ES309LMo-16 KD309MoL [F,V,0,H| =4.0
2
= F 5.0
%
3 SS-316 ES316-16
SS-316L ES316L-16 KD316L  |F,V,0,H| =4.0
F 5.0
2z (0]
E KSW52G(C), 2YSAHI0| Al Al,
2 £ T49J0T1-1CA- F.vuvd, _ 1| 2Y40s _ I 1 ~|SA2Y40M [PAPBPC,P PAPB.PCP(. , 1 ~|2v4086(C) N
;721;: TAS-10 UH10 cswsavioaioms| RO =16 ZY'{I(%%SA vgoun [12716] “Hig~ [PXVudO|1.2~1.6 VAOUSH0| ygoun 1.2~1.6 |2 T D BE o b [1:2,1.4,1.6 | 2Y40H10S| e 5 b 1.2~ 1.6{2Y40H10S| Al [1.2~1.6|"" 170 Al [1.2~1.6
[0
38
o)§ T490T15-0CA- KSW52G(C),
2 = MZ-10 UH10 FHF | <16 | 2YSA | FHF [1.2~1.6| 2YS | D,BF [1.2~1.6 IYMS| FHF [1.2~1.6|SA2YM | PAPB |1.21.416] 2YS | PAPB [1.2~1.6] 2YS | DHF [1.2~1.6|2YSG(C)| FHF [1.2~1.6
T KSW52Y40G(C)
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Shikoku rode
Covered electrodes (SMAW)

- For mild steel

- For high tensile steel
- For stainless steel

- For gouging

Flux cored wire
- For mild steel and high tensile steel

TIG welding

- For stainless steel

Brazing Flux
- For silver brazing

Appendix
- Approximate numbers of welding
consumables in unit package
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*ﬁ > 0—R ﬁﬁm '—E,i% Index of welding materials J3770-F *ﬁ
; | I I [ R P No.8 _wmawcxnmuEs e smitooo- (R
J Trade Name & & ( %1) Diameter = Page 3 & /
I m i Standard JIS Z3211 E4319 U NK,AB,LR,NV,BV,GL,CR,KR limenite type I
7R
:;.a *EE} 7/&}%# Covered electrodes m ﬁ Eﬁfﬂ%ﬂqv‘éiﬁﬂﬁ\ﬁ%\}%%&t@—ﬁy"ﬁ%iﬂnj#@@(ﬁ?%o Za
g No.8 73211 E4319 U LEAIO- _ 2 6~6.0 11 Applications For all-position welding of general structures. }g
] s _ _ o oas o RS VS e Tl d — I8 A 7 C OB AR EBIC R AF T e —FAMBID IE L H7- M iy M g
3 SR-1 Z3211 E4303 U % 3.2~4.0 11 e SENCVET, -3
SR-2 73211 E4303 s _ 2 0~6.0 #4H F 12 on usage It is good, and bead appearance is also beautiful, and weldability and workability are excellent also in the mechanical performance.
ik ST-10 73211 E4313 A — 2.6~6.0 12 BEEBDLERDD—H (%) Typical chemical composition of weld metal ik
b SB-27 Z3211 E4340 Hk - 4.0~7.0 13 © o Mn i S PA u o
m ) ) 0.09 0.11 0.58 0.023 0.007 m
SLV-16 23211 E4948 H15 5 —(2) 3.2~5.5 14 BAEEEOEKEFHED—B Typical mechanical properties of weld metal PB
N
SM-50G 73211 E4940-G = — 4.0~7.0 14 5|5R58E (MPa) it 5 (MPa) 10 (%) BFHEE vEa()
Tensile Strength Yield Point Elongation Absorbed Energy
SL-50T 73211 E4948 H15 = — 2.6~4.0 490MPa#k 15 486 413 32 101 PC{:
SL-50R — = % 3.2~4.0 =5k DA 15 BEAROEBEERVEESEREFE  Polarity and the recommended current -
SLH-52 73011 E4928 H15 =5 _ 4.0~7.0 16 #4E (mm)  Diameter 2.6 3.2 4.0 45 5.0 5.5 6.0 PD
#ER (mm)  Length 350 400 450 450 450 450 450
SL-55 Z3211 E4916 H15 x® x 3.2~6.0 16 EFRDFELE  Polarity of Current AC or DC (%) PE "
SS-308 73221 ES308-16 1 — 1.4~5.0 17 EREEH (A) PA 50~85 | 80~130 | 135~195 | 140~200 | 170~250 | 220~280 | 230~300
R rents PFPE | 40~70 | 60~110 |100~150 [ 110~175 | 130~200 | — - - F
55-308L £3221 ES308L-16 * _ 2.6~4.0 17 EEMME  Approved Class NK,AB,NV,CR NK,AB,LR,NV,BV,GL,CR KR
SS-309 Z3221 ES309-16 =2} — 2.0~5.0 18
27 LR
SS-309L 73221 ES309L-16 EHR - 2.6~4.0 18
SS-309MoL 23221 ES309LMo-16 iR % 2.6~5.0 19 - -
J270-F
SS-316L 73221 ES316L-16 1 - 2.6~5.0 19 S R_‘I
AG1 “ 3050 g 20 — B EYABEE e smEER
- - i - 27~0. Vs
AT oo B UISz3211E4308U  NKABLRNV,BV,GLCRKR e
P ux cored wire
A ® ol 23S AR J, S G RE D — &Y O
TAS-10 Z3313 T49J0T1-1CA-UH10 — — 1.2~1.6 490MPafRk 21 Applications For all-position welding of general structures.
MZ-10 Z3313 T490T15-0CA-UH10 - - 1.2~1.6 =R 21 BB XARVERE A TERE D AT T A LT 5 =7 R T IR, RIS ORI B,
i ok M %LV:‘E—FW‘@E\JK%%?L?&'@"O
TIGE TG welding Characteristic INAT ‘(ﬁ?%“@@{’ﬁ%‘]‘ilif%b: E&:‘FTTO
ST-308 _ = _ 10~3.2 on usage This welding rod is lime-titania type. It has welding workability, an X ray performance, and a good mechanical performance. It excels in
i ) the workability in a vertical and an overhead position, and a beautiful bead is obtained easily. Pipe welding shows good workability.
ST-308L — Pin - 1.0~3.2 . L
BEEEDILERDD—F (%) Typical chemical composition of weld metal
ST'309 - E - 1 0~32 C Si Mn P S PA |_I
ST-309L — i _ 1.0~3.2 0.07 0.18 0.36 0.018 0.008
ST-309Mol _ ﬁE 35: 1.0~3.2 ZT/DX@H 20 gﬁﬁﬁ 0)1%1‘1‘&5’9##']!%0)—15'] Typical mechanical properties of weld metal PB &
P JJIN . . - N _ \
TIGA#H 5|5R5ES (MPa) fit 73 (MPa) 10 (%) EHEE vEoQ)
ST-310 — % —_ 1.0~3.2 Tensile Strength Yield Point Elongation Absorbed Energy
ST-310S - 1k - 1.0~3.2 466 207 30 102 " 4=
ST-316 = 1.0~3.2 EROEERCEMEREEEHE Polarity and the recommended current >
) ) ) #4%Z (mm)  Diameter 3.2 4.0 PD
ST-316L - & - 1.0~3.2 #R (mm) Length 350 400
$RASATTYY R Brazingf EFRDFELE  Polarity of Current AC or DC (&%) PE "
$ ux
BHRAE (A) PA 100~140 135~19%
BF-1 - - - - 23 e PF/PE 80~130 110~170 7r| =
¥1 HEP45mm . 55mmObORAIEICHKENZSATNS %2 KHMNIEHLTV3HDREE EUSHERR  Approved Class NK,AB,LR,NV,BV,GL,CR,KR
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HehiR SRERFERREE MAlE  SEETR

ﬁ‘an dard L JIS Z3211 E4303 NK,AB,LR,BV Lime-titania type
H = B % AL B s AR Rl O — s T D
Applications For steel sheets and middle plate. For highly efficient welding of mild steel.

' BEAPIRIB0%DEFE G/ LI2TA LT Y =7 RIEEHET BT — 7R T E— RO B <,
&R s L sy () B ORET
on usage This welding rod is lime-titania type. Re-arcing is excellent. This rod is suitable for Intermittence welding, fillet welding and tack

welding.

1@% ﬁ)ﬁﬂ:#ﬁﬁﬁ@—@] (%) Typical chemical composition of weld metal

c si Mn P s o |_|
0.09 0.11 0.58 0.023 0.007 v
BAEEEOEBIED—B5] Typical mechanical properties of weld metal PB \J
5|5R5ES (MPa) fit77 (MPa) U (%) EEE vEo(J)
Tensile Strength Yield Point Elongation Absorbed Energy
463 401 34 110 PC 4=

EROEERVHEIEE RS Polarity and the recommended current

#E (mM)_ Diameter 2.0 2.6 3.2 4.0 45 50 | 6.00x%) ol 14
FEE (Mm)  Length 300 350 350 450 450 450 450 —
EMDIEFE  Polarity of Current AC or DC (%) PE |'|
A6 (A) PA 50~90 | 65~100 | 100~140 | 140~200 | 170~220 | 200~250 | 250~300

e PFPE | 50~90 | 50~ 90 | 80~130 | 110~170 | 120~190 | 140~210| ~— -
IS Approved Class NK,AB NK,AB,LR,BV \id

MRS U R EEERTHHIEERLET

3270-F
ST- 1 O Bk - BEEYABREE Al mmE.H
ﬁandard 1 JIS Z3211 E4313 High titania type
A b BRI A IV B — A B B S el DR
Applications For welding of steel sheets and light structures.
TR KT ARERIIBNC RS REENE A T A8 T 5 REFHE T 7 — 713 %EL A
s SOPOIR AT OB AT .
fRE S miaaui OEROBELCE—FAELNET O T BRROEBIEL C T,
on usage This shows good usability in flat and horizontal fillet welding particularly. The arc is stable with little spatter, and the slag

covering and its removability are good. This is suitable for welding steel sheets, because a lustrous and beautiful bead with
shallow penetration can be obtained.

Ig% ﬁE 0)1 tiﬁﬁﬁ@ —4 (%) Typical chemical composition of weld metal

c Si Mn P s oa |_|
0.08 0.40 0.39 0.024 0.005 v
E% ﬁE 0)1%17&&9#%1‘& )] _WJ Typical mechanical properties of weld metal PB \&I
5|3R5ES (MPa) it 71 (MPa) 1 (%) FEE vEo(J)
Tensile Strength Yield Point Elongation Absorbed Energy
510 448 28 64 PC 4=

%ﬁ@ﬁiﬁ&@ﬁ'ﬁ%ﬁﬁﬁ Polarity and the recommended current

#4Z (mm)  Diameter 26 3.2 4.0 5.0 6.0 (3%) o[ 14
#E (Mm)  Length 350 350 400 400 450 —
ERDFELE  Polarity of Current AC or DC (%) PE "
TiEEE (A) PA 60~100 80~130 125~185 170~230 210~280

R renpaed PF/PE 50~ 90 70~120 100~160 120~200 - oF
BUSAARR Approved Class — ]%

MBRRICH LR EEER THIIEERLET

J3270-F

S B-27 =REE Y AR ABEE HAE  swmmE. ek
z%an dard 8 JIS Z3211 E4340 NK,AB,LR,NV,BV,GL,CR,KR Special type
A = % F D358 G 2 AR 2 O — R O3 AR ROV T )T ARG,
Applications For highly efficient horizontal or flat fillet welding of mild steel.

TR O AR HEEREC R EE. /78T — BRI BTN AR AR LT 5B I,
. 0.8~1.5&JL#iPACMHIHTE F BT — 7 AT 7 IHEE Y MEICEN T 5=y DR E

BB E oELeC—FaEsET,
Characteristic
on usage This is a welding rod only for flat and horizontal fillet welding. Good properties can be obtained in manual and gravity

welding. Re-arcing and the slag covering and its removability are good, resistibility to pits is good. Uniformity of the beads and
resistibility to undercuts are good. Leg length of bead is beautiful.

E%ﬁﬁ 031[:?5!66}0)—1&] (%) Typical chemical composition of weld metal

c Si Mn P s oa u
0.05 0.28 0.71 0.024 0.009
EE.@IE 0)1%%19&5’9#—*}']&0)—1@1] Typical mechanical properties of weld metal PB &
N\
5|5k (MPa) fit71 (MPa) 1R (%) EEfE vEo(J)
Tensile Strength Yield Point Elongation Absorbed Energy
491 444 31 111
BEROEERVEHE RS Polarity and the recommended current
#4% (mm)  Diameter 4.0 4.5 5.0 5.5 6.0 6.4 (3%) 7.00%)
450 450 450
450
550 550 550 550 700
#&K (mm)  Length 550 550
700 700 700 700 900
700
900 900 900
EHRDFELE  Polarity of Current AC or DC (%)
EmEsE (A)
R PA/PB 140~200 | 180~220 | 220~260 | 240~280 | 260~300 | 280~320 | 310~360
Currents
EEARAR Approved Class NK,AB,LR,NV,BV,GL,CR,KR

MEBERMEICHUARHRIREEER THEIEERLET
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2270-F

6 Nm T ERER R EE malee  ImEEH

SLV-1

JIS Z3211 E4948 H15 NK,AB,LR,NV,BV,GL,CR,KR Low hydrogen type

Standard
A & WIFIZ490MPak =R E IV AR B AR R L O ) T B
Applications For vertical downward welding of mild and 490MPa high tensile steel.
o WEHEA-EA00MPagk B RN O D ) T AT AT 7 A BT, L
B gy i AN — MR G TR,
on usage This is a welding rod only for vertical downward welding. The slag covering and its removability are good, and a beautiful bead is

obtained. Manipulate the electrode straight downward without weaving.

7@% ﬁE 031!:?55?.6}0)—% (%) Typical chemical composition of weld metal

c Si Mn P S oa |.|
0.08 0.77 1.14 0.019 0.005 —
}gﬁ ﬁE GDFEF&E"J##'&G) —WJ Typical mechanical properties of weld metal oB j
313838 (MPa) it/ (MPa) 10 (%) ERE Ea) D
Tensile Strength Yield Point Elongation Absorbed Energy
608 504 33 89 pCiC ==
EmDEE N EMTEREHE Polarity and the recommended current
#1%% (mm) Diameter 3.2 4.0 4.5 5.0 5.5 7
#E&E (mm) Length 400 450 450 450 450
ERDFEFE  Polarity of Current AC or DC (+) PE /N
THEEH (A) PA 100~160 125~180 180~220 200~260 240~310 "
Recommended PG 100~160 125~180 180~220 200~260 240~310
BUSHAER Approved Class NK,AB,LR,NV,BV,GL,CR,KR PG JE

2270-F

490MPafk =R N4 AP AR EE HAle immEE

SM-50G

Standard JIS Z3211 E4940-G NK,AB,LR,NV,BV,CR Special type
Jz:] & TMCPHI490MPa#h @ik )iz -V SRR ESE A RF O F I KUK T ARG
Applications For horizontal or flat fillet welding of mild and 490MPa tensile steel.

HRG K OWE D 490MPaflE ik I8 (Ceq:0.36 LT ) O F ) R U/KFE4 AW E O IRk FE R
G odoas o BEIRC R TUT A EE B CEN BN A RLE T AT MM Y MEC R 7
Characteristic U —=Hy DI HEOELWE—-FBESNT T,
on usage

This is a welding rod only for flat and horizontal fillet welding. Good properties can be obtained in manual and gravity welding. The
slag covering and its removability are good, resistibility to pits is good. Uniformity of the beads and resistibility to undercuts are good.

5% ﬁE o)'ﬂ.'.ﬁﬁﬁ‘f}a) —4 (% ) Typical chemical composition of weld metal

c Si Mn P S oa |.|
0.06 0.30 0.92 0.024 0.009 ]
1@% ﬁ}E @ﬁﬁiﬂ'ﬂﬁﬁ )] '—‘ﬁu Typical mechanical properties of weld metal J
PB
5|5R5ES (MPa) fit71 (MPa) 18U (%) wEE vEo(J) -
Tensile Strength Yield Point Elongation Absorbed Energy
510 448 33 120
'E.E_'? IL@EE&Uﬁ'ﬁ%ﬁgﬁ Polarity and the recommended current
#1% (mm)  Diameter 4.0 4.5 5.0 5.5 6.0 6.4 (%) | 7.00%)
450 450 450 450 550 -
EE ( ) 450 550 550 550 550 200 200
i) e 550 o 700 700 700 S0 000
900 900 900
EFRDFEFE  Polarity of Current AC or DC (%)
EmEeEH (A)
Recommended PA 150~180 | 170~220 | 200~240 | 230~270 | 250~300 | 280~330 | 310~360
Currents
BVSHAER Approved Class NK,AB,LR,NV,BV,CR

MEBERMBICHUARERRZEEERTHEIIEERLET

J270-F

S L-5OT 490MPafR =R A2y 7 (IR{T(T) AAEeE e wHE.A
z%an dard 8 JIS Z3211 E4948 H15 NK,AB,LR,NV,BV,GL,CR Low hydrogen type
A ® RS K UV 490MPath & ik ) %l 3 A3 A0 AR 7 B O T S
Applications For tack welding of mild and 490MPa high tensile steel.

7 =M AT 7 FIEEAMEN 7 BK R R T B O S R A CE LT,

T [ —FE i CALM T E A GO & LA TR CL BRI H T B AT 2L TEE T,
Charasteristic 7o T =2 MERILL 72 H A 7h B0 E T,
on usage This rod makes easier re-arcing, and the slag covering and its removability are good. Reliable tack weld can be performed.

When a proper welding current is set, it makes all-position welding possible including vertical-down welding. There is also an H
type which strengthened re-arcing.

1@% ﬁE 0)1t$5§:5}® —4 (%) Typical chemical composition of weld metal

[ Si Mn P S on u
0.08 0.46 1.07 0.018 0.005
BEEEOERISFEO—F) Typical mechanical properties of weld metal
PB
5|5R5ES (MPa) it 71 (MPa) 18U (%) BHEE vEa () P
Tensile Strength Yield Point Elongation Absorbed Energy
570 463 28 91 PC 4:
EROEERCEEE R Polarity and the recommended current
#4% (mm)  Diameter 2.6 (HZ1TDH) 3.2 4.0 ol Ve
#E&K (mm)  Length 350 350 400
EHDFELE  Polarity of Current AC or DC (+)
EEEH (A) PA 90~130 110~160 125~210 PE "
R ents PG 90~130 110~160 125~210
SRR Approved Class NK,AB,NV NK,AB,LR,NV,BV,GL,CR PG Jf

J3270-F

S L-50 R 490MPaff SR AL LT - IS 2 RSB ikE HAle wmmE.E IR
zimdard = NK,AB,LR,NV Low hydrogen type
A ® R K OM490MPaih sk ) S 2 H § B AR AG R S R R FE O L WSS
Applications For repair welding of mild and 490MPa high tensile steel.

MBI OEREIECE e BOTOKFE R ELSAEEARE T, TREEKTT ARG T IEENDS

I S R RS 2 AR VI S
(())I:]a&ggtge:stlc This is low hydrogen type covered electrode for repair welding. This shows good usability in flat and horizontal fillet welding. Its

bead shape is flat.

BEEEDIEZERTD—BH (%) Typical chemical composition of weld metal

c Si Mn P S oa u
0.08 0.17 0.44 0.019 0.007
EE.@IE 0)1%1‘7&5’9#—*}'[&0) —WJ Typical mechanical properties of weld metal
5|5R3ES (MPa) fit77 (MPa) 18U (%) EEME vEeo(J) LS
Tensile Strength Yield Point Elongation Absorbed Energy
523 456 27 71 PC 4:
ERDEENOEMEREE  Polarity and the recommended current
#% (mm)  Diameter 3.2 4.0 ppl| Ve
R (mm)  Length 350 400
EmDFELE Polarity of Current AC or DC (+)
EssE (A) PA 100~140 140~180 PE "
Recommended PG 80~120 110~160
JEE=2 AT Approved Class NK,AB,LR,NV PF ]?
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2270-F

490MPafk SR Nl § AP B ERE

RE.EH

SLH-52

JIS 23211 E4928 H15

Iron-powder low hydrogen type

J3270-F

Al smmEeE

SS-308

JIS 23221 ES308-16 NK

Standard Standard Lime-titania type
A & 490MPafkimiR D #% H AN B AGRED T LUK § A A B 18%Cr—8%NiAT L A% (SUS304) DifEH#.
Applications For flat or horizontal fillet welding of 490MPa high tensile steel. Applications For welding of 18%Cr-8%Ni stainless steel such as SUS304.
490MPah ek )8 O3 A A S B OR FRIEHEE T, 19%Cr—9%NiDMBEAFFONLF — AT FANRAT VL AGHEEETT
H o1 o o TERMERUE-FRARICEE S/ R CHNE B O § AREHZIHIG T T o /T T 14— H o oas oM AT7HIBRET 2 RE N BT A s (U= RAMBIb L TR E T,
Characteristic ERBRELTHEH TS, Characteristic F72 AT ULV ASE RO R U CHABEBE T EIC OV TO RAF T,
on usage on usage

This is a welding rod only for horizontal fillet welding. Workability is good, and the bead of good form is obtained. It can apply to
fillet welding in important part. It can use to gravity welding.

BEEEDEZER OB (%)

Typical chemical composition of weld metal

This is lime-titania type covered electrode of 18%Cr-8%Ni stainless steel. The organization of 19%Cr-9%Ni is obtained. The arc is
stable with little spatter. The usabilities such as slag removal and bead appearance are good.

BEEEDIEZERSD—BH (%) Typical chemical composition of weld metal

FEE N T\ iIN ErrfSANERRR o

c Si Mn P s oa |_| c Si Mn P s cr Ni oa u
0.07 0.44 1.07 0.015 0.008 v 0.06 0.38 1.23 0.030 0.003 19.90 9.71
BELSEOEBIVIFED—B] Typical mechanical properties of weld metal PB j BELSEOEBIIFED—BF] Typical mechanical properties of weld metal PB
A\ N A\
5|5R5& (MPa) A (MPa) LE:NoN (%) EHEE vE_30 J) 5|5RiEE (MPa)  Tensile Strength 0.2%iM 71 (MPa)  0.2% Offset Stress 1B (%) Elongation
Tensile Strength Yield Point Elongation Absorbed Energy 610 415 50
pcCiC = PC 4:
565 469 33 150 .
4 %ﬁ@ﬁ%ﬁﬂvﬁ'ﬁ%ﬁﬁ Polarity and the recommended current
EROESRUEEBRHE Polarity and the recommended current #1% (mm)  Diameter 1.4 1.6 2.0 26 3.2 4.0 5.0 >
#1% (mm)  Diameter 4.0 (%) 4.5(%) 5.0(%) 5.5 (%) 6.0 (3%) 7.00%) #E (mm)  Length 250 250 250 300 350 350 350 PD
#R (mm)  Length 550 550 550 550 550 550 EMDIELE  Polarity of Current AC or DC (+)
BADIEE _ Polarity of Current ACorDC (+) T (A) PA 10~30 | 15~40 | 45~65 | 50~85 | 70~120 | 100~150 | 150~220 PE "
EmenkE (A Re"c"‘i‘;";f,{‘;ied PA/PB| 125~180 160~210 180~230 200~250 230~280 280~320 Re%)l‘;;r“ég‘tlsed PF/PE 10~30 10~35 40~60 50~70 65~105 85~135 —
SRR Approved Class — EVIEMAR  Approved Class NK PF F
MBI UK R FEER THBIEERLET
J270-F J270-F
S L'55 490MPaifk B U'540MPaff iR M £ R ehR ik MRl wmEik WE%K SS'308 L BAE  wmER
B oo B UISz3211E4916HI5  NKAB,LRNV,BV,GLCR Low hydrogen type m oo B s za221 ES308L-16 Lime-titania type
A = TEM B R T ELSEO490MPafl L U5 40MPafl s ik 1S o3 A ® e F18%Cr—8%NiZAT » L A§ (SUS304L) D,
Applications For all-position welding of 490MPa and 540MPa high tensile steel. Applications For welding of low carbon 18%Cr-8%Ni stainless steel such as SUS304.
A5 SEMEREE D TEN AR A EREL R LE T, 19%Cr—9%NiDFIEAFHN DI — AT FANRAT VL A EHETT,
bR e REBCOMEEMARIC AT M, U — NI BT, R A e ATTHEERE T 2RI ETC, A S5 A E— R MBI B T E T
Characteristic i Bl DS AT CEAR S RIS O 75 L OV - 3 i RIS O BRI C&E 3, Characteristic F72 AT UV AE RO R T CHABEBET EIZ DO W TORIF T,
on usage Mechanical properties of the weld metal is excellent. The usabilities such as slag removal and bead appearance are good. Crack on usage

resistibility is good, This can use welding for thick or high carbon steel.

BEEEDILERS DB (%)

Typical chemical composition of weld metal

This is lime-titania type covered electrode of low carbon 18%Cr-8%Ni stainless steel. The organization of 19%Cr-9%Ni is obtained.
The arc is stable with little spatter. The usabilities such as slag removal and bead appearance are good.

BAEEED tiﬁkﬁ‘@-@] (%) Typical chemical composition of weld metal

16

© Si Mn P s ol c Si Mn P s cr Ni el
0.07 0.58 1.14 0.016 0.004 A 0.03 0.47 1.43 0.024 0.003 20.03 9.85
BEELEOEHNIFED—B5 Typical mechanical properties of weld metal PB j BEEEDEBFHEO—F) Typical mechanical properties of weld metal PB K
5 |5R5&E (MPa) it (MPa) 180 (%) EHEME vEs(J) 5|3R3%& (MPa)  Tensile Strength 0.2%i 77 (MPa)  0.2% Offset Stress 180 (%)  Elongation
Tensile Strength Yield Point Elongation Absorbed Energy 568 387 53
583 488 3 174 Fe <= EROEBERUEME RS Polarity and the recommended current " <=
EROEER O EIEEREEH Polarity and the recommended current ~ #4Z (mm)  Diameter 2.6 (3%) 3.2(3%) 4.0 (3%) -
#12 (M) Diameter 3.2 4.0 45 5.0 6.0 PD % FEE (mm)  Lengh 300 350 350 PD
#& (mm) _ Length Sy 400 400 400 450 ] EMDIESE  Polarity of Current AC or DC (+)
EROMELE  Polariy of Current AC or DC (+) PE " B (A) PA 50~85 70~120 100~150 PE "
Efrid(eﬁ) PA 90~140 125~180 170~230 180~240 250~310 Reccomgxgged PE/PE 50~70 65105 o5135
Currents PF/PE 80~120 110~170 115~170 160~210 - PF ﬁ HGARFR  Approved Class - PF F
BASARRR  Approved Class NK,AB,LR,NV,BV,GL,CR SRR UK IS R TH BT EERLET
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Hh J270-F 5790-F pr>
| =&h X . L =4 e . .
§ SS-309 BRIl R SS-309MoL wAle WEE BES E
[ m oo B uiszazo1Es3096 NK i e s ® o B isz3221ES300LMo-16  NK e [
% . g 22%Cr-12%Nix7 LA (SUS309S) O U AT L ABIE HFHLLIE & Gl D bt st 5 96189 Cr-129Ni-29 Mo X7 L A5 (SUS316L) L. (5 & &ML 0 Febf 52 Z
= Applications For welding of 22%Cr-12%Ni stainless steel such as SUS309S. A bod SUS316L27 T RO T R, =
1:% For welding of dissimilar metals such as stainless steel to carbon steel or low alloy steel. Applications Shielded metal arc welding of dissimilar metals such as low carbon 18%Cr-12%Ni-2%Mo stainless steel to mild steel or low 1‘%
. 9 _ _ N alloy steel. Under layer welding of the cladded side groove of SUS304L.
53 25%Cr—12%NiDHIMEA RN B — A7 FANRAT ¥ L AT TS 3
Z RS ATV T — 2GRN BT A S5 b D CE—FAMBR LT E S, {5 5 25%Cr-12%Ni-2.5 % MoD M A FHN o — AT FANRAT VL AEHHETT 2
> Characteristic F72 AT VLV ASRE RO R B Th DR HEIZOWTH BT, o oR s AT 7 BV T — 7 BB BT T A S0 8b A (=ML T ET, —
~ on usage This is lime-titania type covered electrode The organization of 25%Cr-12%Ni is obtained. The arc is stable with little spatter. Chara>cteristi c F72 AT YV AE RO R R CH ORI EIC OV TO BAF T, ?-
- The usabilities such as slag removal and bead appearance are good. on usage FeRifAEE L THMoY 47 (2.8~3.0%Mo) bHNF 7, -
[/ The organization of low carbon 25%Cr-12%Ni-2.5%Mo is obtained. The arc is stable with little spatter. The usabilities such as slag [/
Z BELEDLERSD—B5 (%) Typical chemical composition of weld metal removal and bead appearance are good. There is a HMo type (2.8~3.0%Mo) as special edition. Z
m E 2 il = S O L PA |_I BEEE w’ﬂ’.iﬁjiﬁ'@—ﬁj (%) Typical chemical composition of weld metal m
0.06 0.38 1.31 0.023 0.003 24.30 13.90 ] c Si Mn p S Cr Ni Mo oA |_I
BEEEOEBEYFIED—H]  Typical mechanical properties of weld metal PB J 0.04 0.40 1.25 0.025 0.004 22.40 12.20 2.18
N N\
5|5R58E (MPa)  Tensile Strength 0.2%iM 71 (MPa)  0.2% Offset Stress 1B (%) Elongation ﬁ%ﬁﬁ @%mﬂgtf%lﬁm—ﬁlj Typical mechanical properties of weld metal &
571 452 46 PC <= 5[5R5EE (MPa)  Tensile Strength 0.2%0M 71 (MPa)  0.2% Offsct Stress 18U (%) Elongation PB N
EBROEENVEMHE RS Polarity and the recommended current 791 591 31
#4% (mm)  Diameter 2.0 2.6 3.2 4.0 5.0 7 EnDEENOEMEREBE Polarity and the recommended current PCIC =
#E (mm)  Length 250 300 350 350 350 P \ #E (mm)  Diameter 2.6 3.2 4.0 5.0 (%)
BHOMEE  Polarity of Current AC or DC () A # (mm)  Length 300 350 350 350 Po| 4
[SEN g
EFEE (A) PA 45~65 50~85 70~120 100~150 150~220 PE " Zifg*f*i) Polarity of guArrent e — QOAC or DC <+>1 — ——
Recommended &8 /7L 52 ~ ~ ~ ~
PF/PE 40~60 50~70 65~105 85~135 -
—uents e PFIPE 50~70 65~105 85~135 - "5 1]
VSRR Approved Class NK PF ]% T Approved Class NK
MEBERBICHUARERI R EEER THHIIEERLET PF ﬁ
5370-F 3370-F
SS-309L sne wE SS-316L se
Al GmE.ER HAE  smE
oo B Jisza221 ES300L-16 Lime-titania type m oo B s za21 ES316L-16 NK Ui TR
R F#22%Cr-12%NiAT 2L AG] (SUS309S) D K UAT 2L AL fr R UK G S LD B, A B ERFEI8%Cr—12%Ni-2%MoAT »L A8 (SUS316L) DiE#H
)::| e SUS3047 7y RO M O T R Applications For welding of low carbon 18%Cr-12%Ni-2%Mo stainless steel such as SUS316L.
Applications For welding of low carbon 22%Cr-12%Ni stainless steel such as SUS309S. o . . _ . e
For ‘L)lvndelr layer vZZzldil;lgOZf the cliaddedlssideI:)FSSS[?SZ%f:lcad zieel. 1&%?2 189%Cr—12 %Nl—Z%MO@;ﬁﬂ%ﬁkﬁ‘{%%ﬂ%fﬁ}(T‘f‘/ﬂ\f—ﬁxT LA {/ﬁ‘\%fﬁg(j_ °
AT 7NN T — 7 B VEDS BIFCL A S5 D (E—=FAMERBERL TV ET,
ik F#25%Cr—12%NiDOMAEAEOINLF — AT TANRAT VLV AMEHETT, T % 5 F72 AT YV AGE RO R L THLBBT SOV T RIF T,
H o4 AT T HEEVE T — 7 DS BATF T AN Z 7l Y — RV BN TS, Characteristic FrRAARE L THMoZ 17 (2.8~3.0%Mo) bHVE T,
Characteristic F72 AT UV RSB D K T AERETHEICOWTHRIFTY, on usage This is lime-titania type covered electrode of low carbon 18%Cr-12%Ni-2%Mo stainless steel. The organization of 18%Cr-12%Ni-
on usage This is lime-titania type covered electrode of low carbon 22%Cr-12%Ni stainless steel. The organization of 25%Cr-12%Ni is obtained. 2.5Mo is obtained. The arc is stable with little spatter. The usabilities such as slag removal and bead appearance are good. There
The arc is stable with little spatter. The usabilities such as slag removal and bead appearance are good. is a HMo type (2.8~3.0%Mo) as special edition.
BEEEBEDILZRDD—BI (%) Typical chemical composition of weld metal BEEBOILERDD—B (%)  Typical chemical composition of weld metal
C s . = P or e " |.| c Si Mn P s Cr Ni Mo oA u
0.03 0.37 1.60 0.022 0.007 2350 13.80 ] 0.04 0.33 1.18 0.025 0.005 19.00 12.40 2.38 A
BEEEOHEBIVYFIED —B]  Typical mechanical properties of weld metal PB J BEEBE OISO —B]  Typical mechanical properties of weld metal PB j
5|3RAES (MPa)  Tensile Strength 0.2%iM 77 (MPa)  0.2% Offset Stress 1*0“ (%) Elongation > 5|5R538E (MPa)  Tensile Strength 0.2%[M 71 (MPa)  0.2% Offset Stress 180 (%) Elongation
1 41 527 389 56
610 5 50 pold P - pcid ==
BROEEROEMEREE  Polarity and the recommended current EBROEFERCEMEEREE  Polarity and the recommended current
#72 (mm)  Diameter 26 3.2 4.0 — #%% (mm)  Diameter 2.6 3.2 4.0 5.0 (%) ool T4
BE (mm)  Length 300 350 350 PD #E (mMm)  Length 300 350 350 350
EHDOFERE  Polarity of Current AC or DC () = ERDIELR  Polarity of Current AC or DC (+) 7\
SHREE (A) PA 55~95 70~125 100~160 PE |'| TmEEE (A) PA 50~85 70~120 100~150 150~220 PE "
R mealed PF/PE 50~85 65~105 85~135 e PF/PE 50~70 65~105 85~135 -
BVEALAR  Approved Class — PF ]% EV1SAR®R  Approved Class NK PF ]%
18 BRI U IR EERTHIEERLET 19
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AG - 1 HIT LI H HAE GEER

AG-NIBRH AN 7 T 7 AR BAG LT T 72 W A2 L St I T ST M L Bk #5827~ L A
8 S8k KA SO L VI 7Ty o ED R KaEIER . AR 82 M BT )LD TEL TV T HEHET T,
B SV O TARDTZIRIZUR T, FSEIRIIABREOK 265 RSIIBEDIMEL TR T o M LEONM EImIED
RO RN AT o ORI T L OEIEHEE A

“AG-1" is a electrode covered with special fluxes on mild steel rods, and carried out easily, groove process, gouging, defect deletion of crack etc. by
controlling current and an angle of electrode and base metal without air, by using an alternative or directive current welding equipment. The shape of

carring out a groove and gouging, is U, and the width is up to double of the diameter of electrode, and the depth is up to three times. Next pass and
cladding by welding can be done without extra work, like grinding, or other surface cleaning.

IO URIFISE U, 7T (AN S8k IS A O T AT VA 151 & O I i
A B Lak
Applications U groove of mild steel, cutting, boring, back gouging, repairing of cast iron and cast steel, the cutting of stainless, copper, alloy,
etc.

Eﬁ% * E‘j*}ﬁbﬁml In case of groove process and gouging

B B BT R B 2 IR S 72 S L T IR T R L o RO R

T AHMBEIL10°~30" D% Y T . NI A EED/NS WIS EREMEIL BRI T3 5 RO THFED L,

FININA D REVIGEIIR VIV INVEE D TS ET DRSO ATELLR TS,

Manipulate the electrode to move front and back, up and down, and remove melting metal.
# A F & The suitable angle of electrode is 10~30 degree against base metal.If the angle is less than

Notes of usage above, workability is good, but the electrodes is consumed much.If the angle is more than
above, workable for deep gouging, but the melting metal is hard to flow.

THEMEZE I case of hole gouging
B LR EEIIBE, E T E 2T WRsOERLET |

Electrode is kept 90 degree against base metal, and more the electrode up and down
direction.

EROEERV., B E R Polarity and the recommended current

#4% (mm)  Diameter 3.2 4.0 5.0

#E&K (mm)  Length 350 350 400

EIRDIELE  Polarity of Current AC or DC (+)

TmEeE (A)

Recommended PA 150~200 200~250 250~300
Currents

VSRR Approved Class -

SRS RBRERTISVIAANTAY

TAS-10

JIS Z3313 T49J0T1-1CA-UH10 NK,AB,LR,NV,BV,GL,CR,KR Rutile type

Standard

W TR U A00MPail BT M+ B3R AT B B L R B Y %2 B bt RO
3 B .

Applications
For butt welding or fillet welding of mild and 490MPa high tensile steel.

BAENED G SRR E BN CEET o W IE BRI A L L e Tl B ST SO &R CHEE
N N P HELRT20  RIF RGO NE T VINCEE L2 T — 2 EN A S DI A0 (F72 AT
Characteristic I HIZZNWICH ST,
on usage It provides efficient welding due to higher deposition rate particularly. This is applicable for all position welding including
vertical. It provides excellent usability with soft and stable arc, less spattering. Slag can be removed easy and finely.

BABEEBEDILZRDD—B (%) (>—IVKHZX:CO,) Typical chemical composition of weld metal (Shield Gas:CO-)

c si Mn P s oa u
0.05 0.42 1.13 0.015 0.010
g% ﬁE @f&#&ﬂ'gﬁ'ﬁd)—ﬁl (:/ —IJLRAH R COz) Typical mechanical properties of weld metal (Shield Gas:CO:)
PB
5I3R34% (MPa) it (MPa) 10 (%) wRE Eo(J) 2
Tensile Strength Yield Point Elongation Absorbed Energy
572 499 28 133 PC 4:
BIERPEEIEERE (—JVRAH ZX:C0O2)  The recommended current (Shield Gas:CO,)
1542 (mm)  Diameter 1.2 1.4 (%) | 1.6 (%) ool V2
ERDFELE  Polarity of Current DC (+)
PA/PB 120~300 150~400 180~450
~ ~ ~ PE
EHEE (A PC 120~260 150~380 180~400 "
R PD/PE 120~260 150~320 180~350
Currents
PF 120~260 150~320 150~350 PF F
PG 200~300 ~400 ~450
SRR Approved Class NK,AB,LR,NV,BV,GL,CR,KR
ARERICH UK R R CHBIERLET PG

BRNyZ EEEETEH TRKFETAHRBERIZVIAANTAY

MZ-10

Standard JIS Z3313 T490T15-0CA-UH10 NK,AB,LR,NV,BV,GL,CR,KR Metal type
B K UF490M P a5 /1 8% 5 FH 9 2 5 AR A 22 B B MUa & S A Ea i T 0 T T8 RUDKT

A ® TAREREH

Applications For flat and horizontal fillet welding of mild and 490MPa high tensile steel.

T I —EWAWAU T L TENIZITE Y ME T AEEE R TOE T S SO BB FIET TV
. AP ER L EBWEEBRIE Lo TWE S 770 ZE L JETEBAT DRI 75 5 A0S0 ¥ DI A=A
fRE M EERESTEROBIE IS,
on usage Resist blowhole when welding inorganic primer coated steel plate. It provides efficient welding due to higher deposition rate particularly
because Iron-powder in flux. It provides excellent usability with stable arc, less spattering. A bead with the equal gloss is obtained.

BEEBEDILZERDD—B (%) (>>—IVKHZX:CO,)  Typical chemical composition of weld metal (Shield Gass:CO)

c Si Mn P S oa u
0.05 0.45 1.41 0.014 0.010 —
EE ﬁE @ﬁﬁﬁ"]#@ﬁ@—ﬁu (:/ —JLRAHX: COz) Typical mechanical properties of weld metal (Shield Gass:CO:) J
PB
5[5R5#E (MPa) it/ (MPa) 10 (%) EEE vEo() >
Tensile Strength Yield Point Elongation Absorbed Energy
567 482 26 82
BIERPEEIEE R (—JVRAH X:C0O:)  The recommended current (Shield Gas:CO)
#3212 (mm)  Diameter 1.2 1.4 (3%) | 1.6 (3%)
FEAMDIELE  Polarity of Current DC (+)
EREEH (A) PA 160~300 180~400 200~450
R PB 180~300 200~400 200~430
SRR Approved Class NK,AB,LR,NV,BV,GL,CR,KR

KAFEBICHUAKENIREEER THBIIEERLET

N - BE SENNSH TN IEN(N
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J3270-F

AT vUASA T 0):: Wi Di %
. . Y . . .
/ b I G E TIG welding for stainless steel gE 5 9 m A Z B F- 1 Brazing flux for silver brazing A
N A 0, —_
| - wRlE | {55 06) BB LIS R B TV, Z
G JIS c Si Min P s cr Ni Mo 7
-3 ST-308 # YS308 0.05 046 | 182 | 0024 | 0001 | 19.81 9.51 — i K HOTELOS-ZNRERTY, 7/
ST-308L i YS308L 0.015 0.48 1.67 0.023 0.001 19.61 9.56 - TT92 A NFEECHIT T BE Y O N—F =TI DIE L THSEA I F LT Z
ST-309 2 YS309 0.05 0.47 1.54 0.025 0.002 23.13 13.56 - T B, zl,ﬁﬁ%?im:ié%z’)%bi@”i)i@%%@iiiﬂﬂwﬂf“%&*ﬂ“mi“iﬂttiﬁ“o B 7 R i Y
2 ST-309L ## | YS300L 0014 | 047 | 160 | 0022 | 0001 | 2303 | 13.67 - ‘ DIRTHML TS, .
= ST-309MoL Fi YS309LMo | 0.021 0.41 2.12 0.015 | 0.002 | 23.11 13.82 2.09 RIS LT 0.5~ 15T, S8
> ST-310 £ YS310 0.09 0.48 1.58 0.021 0.001 2655 | 21.01 - 100g 5
L ST-310S L3 YS310S 0.05 0.49 1.95 0.022 0.001 27.10 21.27 - o kB 200g 3
é_% ST-316 =] YS316 0.04 0.46 1.54 0.026 | 0.002 19.16 | 12.12 2.22 Lkg H
)EH ST-316L i@ YS316L 0.010 0.45 1.52 0.026 | 0.001 1913 | 12.01 2.13
£81R JzzpEs
ST-308 18%Cr-8%Nisfl (SUS 304) Di&#E,
ST-308L E35518%Cr-8%Nish (SUS 304L) MiE#E,
STig0s 22%Cr-12%NisH (SUS 309S) D& #E, 18%Cr-8%NisH (SUS 304) &84 - 1K & £ 5D BAHEEE,
18%Cr-8%Niff (SUS 304) &7 Z v RN T BEHIE,
ST-309L 22%Cr-12%Ni$l (SUS 309S) MiE1E, KR35 18%Cr-8%NifH (SUS 304L) L&kl K& £ D EMiBE,
K535 18%Cr-8%NidH (SUS 304L) &7 5y READ T BB,
ST-300MoL 27 L AR EE R DR B
&R 3= 18%Cr-12%Ni-2%Mofi (SUS 316L) DU Zv READ T BiEHEE
ST-310 25%Cr-20%NisHl (SUS 310S) Di&#E,
ST-310S 1K 5% (C=0.08%) 25%Cr-20%Nill (SUS 310S) DA,
ST-316 18%Cr-12%Ni-2%Mo#i (SUS 316) D5,
ST-316L 1B 5 35 18%Cr-12%Ni-2%Mo8H (SUS 316L) D&,
H4 X—B&
###% (mm) RE
e 1.0 1.2 16 2.0 2.4 2.6 3.2 (mm)
ST-308 O O O O O O O
ST-308L O O O O O O O
ST-309 O O O O O O O
ST-309L O O O O O O O
ST-309MoL O 0O O O O O 0 1,000
ST-310 % 3 X % x % %
ST-310S % 3¢ x % x ¥ %
ST-316 O O O O O O O
ST-316L O O O O O O O

%S8T-310.ST-310SICDEEL TSR EFEE LT

22 23
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BEMHAREM L1 DR

*ZZTRTER REBTIDT. RSV REIHENVHIET,

Approximate numbers of welding consumables
in unit package

P | BEY = ik miEY y Akt | BEY
wg| s | BEBRIeg vox| lam| am (BE RS sg 0ok | e am (\BEIBR eh00x
mm)XmmJi (kg) | £ () mm)\mmJi (kg) | £ (#) mm)\mm)} (kg) | £ ()
26 |350 | 50| 233 32| 400 | 50| 141 = |ss-308 20 | 250| 25| 242
Z Y
32400 | 50| 138 40 (450 | 50| 79 | |[F©[SS308L |26 | 300| 25| 116
= 8|ss-309
40 | 450 | 50| 79 SLv-16 | 45 |450| 50| 65 ||L2 32 | 350| 50| 135
%-5—3 SS-309L
No.8 45| 450 | 50| 63 50450 | 50| 53 | [H¥lssaoouor [ 40 | 360 50| 9
50| 450 | 50| 53 55| 450 | 50| 45 C[ssateL | 5.0 | 350| 50| 62
55450 | 50| 41 40 | 550 | 50| 49 | (78 32 | 350| 40| 157
Z. O
6.0 |450 | 50| 35 45|55 | 50| 39 || 8lac 40 | 350| 40| 102
72
s 32 (350 | 50| 162 45| 700 [100| e0 ||@S 50 | 400| 40| 56
40| 400 | 50| 93 50 550 | 50| 33 ST-308 1.0 [1000| 5.0 | 814
201|300 25| 184 50| 700 [10.0| 52 o372 112 |1000| 50| 564
2|sT-300
o
26 |350 | 50| 211 50 | 900 [200| 76 7 g[oTsest 1.6 |1000| 50| 317
32 (350 | 50| 147 55550 | 50| 28 | [&[sT-300MoL | 2.0 [1000| 5.0| 201
SR-2 40| 450 | 50| 75 55| 700 [10.0| 44 | |HEF|ST310 2.4 [1000| 5.0 | 140
o
S|sT-3108
45| 450 | 50| 60 55| 900 [200| 64 ST.346 26 |[1000] 50| 119
SM-50G
50| 450 | 50| 49 60|55 | 50| 25 sT316L | 3.2 [1000| 50| 80
6.0 | 450 | 50| 34 6.0 | 700 [10.0| 38
26 |350 | 50| 244 6.0 | 900 [200| 58
o 32 (350 | 50| 150 6.4 |55 | 50| 22
§kUJ
%H@]g ST-10 40| 400 | 50| 85 6.4 | 700 [10.0| 34
5 50 | 400 | 50| 57 2 6.4 | 900 [200| 52
()]
60450 | 50| 35 | |E2 70 | 550 | 50| 19
ko
40 |550 | 50| 48 ﬁjl% 5 7.0 | 700 [10.0| 30
&l =
45550 | 50| 38 | [E2 7.0 | 900 |20.0 | 42
45| 700 [100| 58 S 32 (350 | 50| 143
SL-50T
50 |550 | 50| 32 40 | 400 | 50| 82
SB-27 50 | 700 [10.0| 50 26 (350 | 50| 222
55|550 | 50| 27 SL-50TH | 32 | 350 | 5.0 | 144
55 | 700 [10.0| 42 40 | 400 | 50| 83
55| 900 [200| 64 321|350 | 50| 160
SL-50R
6.0 |550 | 50| 24 40| 400 | 50| o
6.0 | 700 [10.0| 38 50 (550 | 50| 30
6.0 | 900 |200| 57 50 | 700 [10.0| 46
6.4 |550 | 50| 22 55|55 | 50| 26
6.4 | 700 [10.0| 34 55| 700 [10.0| 40
SLH-52
70 | 550 | 50| 24 60|55 | 50| 23
7.0 | 700 [10.0| 38 6.0 | 700 [10.0| 36
7.0 | 900 |200| 53 70 | 550 | 50| 18
7.0 | 700 [10.0| 28
321|350 | 50| 165
40 | 400 | 50| 90
SL-55 45| 400 | 50| 72
50| 400 | 50| 58
60 |450 | 50| 36

B ERE

R

- JIS

- B, BRANAROER A
WET - BEE

C A7 VL RERET - BEE
- B, BRANAROER A
F-97599ZANT4Y

Specifications of welding
consumables

- Shipping classification society's
specifications

- JIS

- Covered electrode for mild steel,
high tensile steel and
low temperature service steel

- Covered electrode for stainless steel

+ Flux cored wires for gas shielded
and self-shield metal arc welding of
mild steel, high strength steel and
low temperature service steel
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ARk i S A RS (Th) AR o S A R AR (Th)

Shipping classification society's Shipping classification society's
BEH - SRAVMA  WET — VRS =oRNMA FEENREMH (HRAY—-ILKT7—-7F
5 w % &2 R ® OB Z & ¢ B R i s % 2 B ® OB ® & ¢ B B
Bl 0k | s | smme | po VirE— | BIREE Ve E = B o0k | mis | zmme | o VirlE— | BIREE AR
2 B [T wg | RTRLEC = B IR g | RTRLEC
e T J Nmm® | C | T, b | oot TaTeE Wi | Wima® | % ] J Nmm® | C | Fr M. L | mobe TaTE
KMW1 20 20 KSW1 20 20
KMW2 =305 | 400~560 =22 0 =47 =400 0 =47 =34 KSW2 =305 | 400~560 =22 0 =47 =400 0 =47 =34
KMW3 -20 -20 KSW3 -20 -20
KMW52 0 0 KSW51 20 20
NK KMW53 =375 | 490~660 =22 -20 =47 =490 -20 =47 =34 NK ﬁgwgg =375 | 490~660 =22 _28 =47 =490 _28 =47 =34
KMW54 -40 -40 KSW54 -40 -40
KMW52Y40 0 0 KSW52Y40 0 0
KMW53Y40 =400 | 510~690 =22 -20 =47 =510 -20 =47 =39 KSW53Y40 =400 | 510~690 =22 -20 =47 =510 -20 =47 =39
KMW54Y40 -40 -40 KSW54Y40 -40 -40
1 20 20 1SA 20 20
ﬂ,\ 2 =305 | 400~560 =22 0 =47 =400 0 =47 =34 2SA =305 | 400~560 =22 0 =47 =400 0 =47 =34 ﬂ"
ﬁiﬁ 3 -20 -20 3SA -20 -20 ﬁ}ﬁ
-[% 2Y 0 0 2YSA 0 0 -[ﬁ
'% AB 3Y =375 | 490~660 =22 -20 =47 =490 -20 =47 =34 AB 3YSA =375 | 490~660 =22 -20 =47 =490 -20 =47 =34 %
4Y -40 -40 4YSA -40 -40
2Y400 0 0 2Y400SA 0 0
3Y400 =400 | 510~690 =22 -20 =47 =510 -20 =47 =41 3Y400SA =400 | 510~690 =22 -20 =47 =510 -20 =47 =41
4Y400 -40 -40 4Y400SA -40 -40
1Nm 20 20 1NS 20 20
2Nm =305 | 400~560 =22 0 =47 =400 0 =47 =34 2NS =305 | 400~560 =22 0 =47 =400 0 =47 =34
3Nm -20 -20 3NS -20 -20
2Ym 0 0 2YS 0 0
LR 3Ym =375 | 490~660 =22 -20 =47 =490 -20 =47 =34 LR 3YS =375 | 490~660 =22 -20 =47 =490 -20 =47 =34
4Ym -40 -40 4YS -40 -40
2Y40m 0 0 2Y40S 0 0
3Y40m =400 | 510~690 =22 -20 =47 =510 -20 =47 =39 3Y40S =400 | 510~690 =22 -20 =47 =510 -20 =47 =39
4Y40m -40 -40 4Y40S -40 -40
1 20 20 SA1 20 20
2 =305 | 400~560 =22 0 =47 =400 0 =47 =34 SA2 =305 | 400~560 =22 0 =47 =400 0 =47 =34
3 -20 -20 SA3 -20 -20
2Y 0 0 SA2Y 0 0
BV 3Y =375 | 490~660 =22 -20 =47 =490 -20 =47 =34 BV SA3Y =375 | 490~660 =22 -20 =47 =490 -20 =47 =34
4Y -40 -40 SA4Y -40 -40
2Y40 0 0 SA2Y40 0 0
3Y40 =400 | 510~690 =22 -20 =47 =510 -20 =47 =39 SA3Y40 =400 | 510~690 =22 -20 =47 =510 -20 =47 =39
4Y40 -40 -40 SA4Y40 -40 -40
1 20 20 I 20 20
=305 | 400~560 =22 0 =47 =400 0 =47 =34 il =305 | 400~560 =22 0 =47 =400 0 =47 =34
-20 -20 il -20 -20
2Y 0 0 Iy 0 0
NV 3Y =375 | 490~660 =22 -20 =47 =490 -20 =47 =34 NV my =375 | 490~660 =22 -20 =47 =490 -20 =47 =34
4Y -40 -40 VY -40 -40
2Y40 0 0 TY40 0 0
3Y40 =400 | 510~690 =22 -20 =47 =510 -20 =47 =41 my40 =400 | 510~690 =22 -20 =47 =510 -20 =47 =41
4Y40 -40 -40 VY40 -40 -40
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TBIEMERRE (JIS)

i, SRDMAOCEKERAMABABET — 7 aiEE (JIS Z 3211-20081k#:)

AES BRI =37
BiEE TrILE— B AR
) (PEA A E5p0)) 3 [0 . RINT 2L E— 270K}
. Eﬁ WAEEI DR RIERS ERNIEE 5|3RAS ipa] e — IR .z ¥ G - Mn b . Ni - . 20 Y $54R
(3%3)(%4) (%3)
MPa MPa % C J
R-1 (E4
E4303 SALFE=T%H SRS (1) ACKRU,/XIEDC (%) 4301 F | 330LUE 201k 0 27k :RZ( 303 U)
E4310 DC (+)
= —2% 3 - 430L1E | 3308k 2081k -30 27k
E4311 BIE-RR 255 ACR U,/ XDC (+) 0.205F | 1.008F | 1.20L0F - - 0.30F | 0.208(F | 0.30MF |V:0.08F
E4312 ACK U,/ XIEDC (—)
= >% : 43021k 330k 16L1E — —
E4313 B s R ACRU'/ XI3DC (%) ST-10
S AR 2% 0e1) ACR U/ XI3DC (+) 430L1F | 3308t 2081+ 30 278+
E4318 SAMEKER ’ 0.03L1F | 0.40L1F | 0.60LLF | 0.025LF | 0.01550F | 0.30L/F | 0.20L0F | 0.30LIF |V:0.08LLTF
E4319 AIVIF bR ACRU'/Xi3DC (£) 4301k | 3300t 2081+ -20 27k No.8 (E4319 U)
£4320 ERACSR . ACRU/XDC(=) | 430BLE | SSORLE | 20BLE — — 0.20B(F | 1.00L1F | 1.20F — — 0.30LLF | 0.20L1F | 0.30F [V:0.08L(F
E4324 BRI F 2R PARU'PB ACK U,/ XI3DC (+) 430k | 3308t 16k — —
E4327 ShINBRILSE R ACK U,/ XI3DC (—) 430k | 3308t 208k -30 7Lk
| E4340 %R - - 43081 | 330LlE | 20LlE 0 27LIF - - - - - - - - - SB-27 |
S S
E4903 SALFR=T % SR (%1) ACRU',/ XI3DC (+) 490LF | 4008t 2081+ 0 278 E 0.15LLF | 0.90LIT | 1.25F — — 0.30LLF | 0.20LLTF | 0.30lTF |V:0.08LLTF
E4910 o . DC (+) .
StO0—2x% SRS - 480~650 | 4008t 2081+ -30 27k 0.20L1F | 0.90LIT | 1.25F — — 0.30LLF | 0.20LLTF | 0.30L/TF |V:0.08LTF
E4911 ACKRU,/XIEDC (+)
E:g:i EEILF2-FR ACRU//4DC (=) 0.20TF | 1.00l0F | 1.20l0F | 0.035TF | 0.035L0F | 0.301F | 0.20l0F | 0.30LLT |V:0.08UTF
ACRU LUADG () 4901 k£ 4001 16l E - -
E4914 SHARBRILF 2R - 0.15L1F | 0.90LIT | 1.25lF | 0.035LTF | 0.0350F | 0.304F | 0.20L0F | 0.30LLF |V:0.08LLTF
E4915 . DC (+) 0.15LLF | 0.75LITF | 1.25F | 0.035LLTF | 0.0350F | 0.30lF | 0.200F | 0.30LLF |V:0.08LTF
SR (%)
BXFER
E4916 490LlF | 4008t 2081+ -30 27k 0.15LLF | 0.75LIT | 1.60F | 0.035LTF | 0.0350F | 0.30L1F | 0.200F | 0.30LLF |V:0.08&1F | SL-55(E4916 H15)
ACRU/XI3DC (+)
E4918 SAMEKFER 0.15TF | 0.90K1F | 1.60LLF | 0.035TF | 0.035L0F | 0.301F | 0.20l0F | 0.30LLTF |V:0.08UTF
E4919 CIVIFARFR . 490k | 4008t 208k -20 7Lk
ACRU',/ I3DC (+ 0.1514 0.9081 1.251) 0.035LF | 0.0354F | 0.30LF | 0.204F | 0.304TF |V:0.08LTF
Ea924 | BMEILT SR RO/IBDCE) [ oomir | aooslt | teblr | - - T T T T
E4927 SEIBRILSk R PARUPB ACR U/ XIEDC (—) 0.15LLF | 0.75LITF | 1.60F | 0.035LTF | 0.0350F | 0.30lF | 0.200F | 0.30LLF |V:0.08LTF
E4928 SIHMEKFER PAPBRUPC | ACKU,/XIEDC (+) 490LlE | 400kl E 201k -30 27k SLH-52 (E4928 H15)
0.15L1F | 0.90LIT | 1.601F | 0.035LTF | 0.0350F | 0.30L1F | 0.200F | 0.30LLF |V:0.08LUTF
. ) . SLV-16 (E4948 H15)
E4948 EXFER SEH (%2) ACKRU,/XIEDC (+)
SL-50T (E4948 H15)
E49XX-G | 45%% - — 490k | 4008t 208k - — - - - — — — — — — SM-50G (E4940-G)
ES716 fEkF R éé%%(xl” ACKR U/ XI3DC (+) 5701k | 4908t 161k -20 7L+ 0.12lLF | 0.90LTF | 1.60F | 0.03LLF | 0.03UT | 1.004F | 0.30LF | 0.35UTF —
E5728 SEMMEKF R PA,PBXUPC

¥ 1 13RI PF (IR L) FEATEEHNDETS

¥ 2 1 ILMREIS PG (LA THE) MBEATEEHNETS

¥ 3 I BEBEORAESIC U PMIKEREDHBREE ICHVTIRIRTRILF—347JL EEL D

¥4 BEBEORAESIC“HS”, “H10” £7:13 “H15” i IKEBRB L BHRDKRER THDOBIICHEIND

BEEEOKRE
Bk K=& (ml/7E&E£E100g)
H5 5L
H10 10LLF
H15 15LF
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B ERRE (JIS)

AT L AMA%RET — 7 aEE (JIS Z 3221-2008tk#:)

AEEOEE BEEBEOERME 1EFR 5 (3%1) 1EZR A (%1)
5 |pRpAS (10N ; i
MPa % C Si Mn P S Ni Cr Mo Cu N ZD At

209 69011 158k 0.06L1F 1.00LLF 4.0~7.0 0.04LAF 0.03LLF 9.5~12.0 20.5~24.0 1.5~3.0 0.75L1F 0.10~0.30 V:0.10~0.30

219 6201 158k 0.06L1F 1.00LLF 8.0~10.0 0.04AF 0.03AF 5.5~7.0 19.0~21.5 0.75L1F 0.75LU°F 0.10~0.30 -

240 2901 251 F 0.06.AF 1.00LF 10.5~13.5 0.04AF 0.03AF 4.0~6.0 17.0~19.0 0.751F 0.75LU°F 0.10~0.30 —

307 5901 251 F 0.04~0.14 1.00LF 3.30~4.75 0.04AF 0.03AF 9.0~10.7 18.0~21.5 0.5~1.5 0.75L1°F - -

308 550 F 308k 0.08LAF 1.00LF 0.5~2.5 0.04L1F 0.03UF 9.0~11.0 18.0~21.0 0.75L1F 0.75LU°F - -

308L 5100k 30k 0.04LUF 1.00LF 0.5~2.5 0.041°F 0.03UF 9.0~12.0 18.0~21.0 0.75L1F 0.75LUF - —

308H 5501 30 E 0.04~0.08 1.00LLF 0.5~2.5 0.04L1F 0.03UF 9.0~11.0 18.0~21.0 0.751F 0.75LUF - -

308N2 6901 201 E 0.10UF 0.90LUTF 1.00~4.00 0.040LLF 0.030UF 7.0~11.0 20.0~25.0 - - 0.12~0.30 -

308Mo 5501 30 E 0.081F 1.00LLF 0.5~2.5 0.04LAF 0.03LLF 9.0~12.0 18.0~21.0 2.0~3.0 0.75L1F - -

308MoJ 6201 20l E 0.081F 1.00LLF 0.5~2.5 0.04AF 0.03AF 9.0~12.0 18.0~21.0 2.0~3.0 0.75LUF - -

308LMo 5201 301 E 0.04LAF 1.00LF 0.5~2.5 0.04AF 0.03AF 9.0~12.0 18.0~21.0 2.0~3.0 0.75LUF - -

309 550k 251 F 0.151°F 1.00LF 0.5~2.5 0.04LAF 0.03AF 12.0~14.0 22.0~25.0 0.75L1F 0.75L1°F - -

309L 5100k 258 F 0.04LUF 1.00LF 0.5~2.5 0.04L1F 0.03UF 12.0~14.0 22.0~25.0 0.75L1F 0.75L1°F - -

309Mo 550 F 2581 F 0.124°F 1.00LF 0.5~2.5 0.04L1F 0.03UF 12.0~14.0 22.0~25.0 2.0~3.0 0.75LUF - —

309LMo 5101k 251 0.04L1F 1.00LLF 0.5~2.5 0.04L1F 0.03UF 12.0~14.0 22.0~25.0 2.0~3.0 0.75LUF - -

| 309Nb 5501k 251 0.12UF 1.004F 0.5~2.5 0.04L1F 0.03UF 12.0~14.0 22.0~25.0 0.751F 0.75LUF - Nb:0.70~1.00 |
S 309LNb 5101k 25 F 0.04L1F 1.00LLF 0.5~2.5 0.040LLF 0.030LLF 12.0~14.0 22.0~25.0 0.75L1F 0.75L1F - Nb:0.70~1.00 S

310 5501 251 0.08~0.20 0.75LUF 1.0~2.5 0.03LLF 0.03AF 20.0~22.5 25.0~28.0 0.75L1F 0.75LUF - -

310H 62011 8Ll 0.35~0.45 0.75L1°F 1.0~2.5 0.03AF 0.03AF 20.0~22.5 25.0~28.0 0.751F 0.75LUF - -

310Mo 5501 281k 0.124°F 0.75L1F 1.0~2.5 0.03AF 0.03AF 20.0~22.0 25.0~28.0 2.0~3.0 0.75LU°F - -

310Nb 550 F 23k 0.121°F 0.75 1.0~25 0.03AF 0.03UF 20.0~22.0 25.0~28.0 0.75L1F 0.75L1°F - Nb:0.70~1.00

312 6601 E 150 F 0.15L1F 1.00LF 0.5~2.5 0.04L1F 0.03UF 8.0~10.5 28.0~32.0 0.75L1F 0.75L1F - —

316 5201k 251 0.08LUF 1.00LLF 0.5~2.5 0.04L1F 0.03UF 11.0~14.0 17.0~20.0 2.0~3.0 0.75LUF - -

316L 4901 251 0.04LUTF 1.00L4F 0.5~2.5 0.04LLF 0.03UF 11.0~14.0 17.0~20.0 2.0~3.0 0.75LUF - -

316H 520 k£ 251 F 0.04~0.08 1.00LLF 0.5~2.5 0.04LAF 0.03LLF 11.0~14.0 17.0~20.0 2.0~3.0 0.75L1F - -

316LCu 5101k 251 0.04LAF 1.00LLF 0.5~2.5 0.040LLF 0.030LLF 11.0~16.0 17.0~20.0 1.20~2.75 1.00~2.50 - -

317 5501 201k 0.08.AF 1.00LF 0.5~2.5 0.04AF 0.03AF 12.0~14.0 18.0~21.0 3.0~4.0 0.75LU°F - -

317L 5100k 2081k 0.04UF 1.00LF 0.5~2.5 0.04L1AF 0.03AF 12.0~14.0 18.0~21.0 3.0~4.0 0.75L1°F - -

318 550 F 2081k 0.08LAF 1.00LF 0.5~2.5 0.04L1F 0.03UF 11.0~14.0 17.0~20.0 2.0~3.0 0.75L1F - Nb:6XC~1.00

320 550 F 28L1 k 0.07AF 0.60LLF 0.5~2.5 0.041UF 0.03UF 32.0~36.0 19.0~21.0 2.0~3.0 3.0~4.0 - Nb:8XC~1.00

320LR 5201 k£ 28l E 0.03UF 0.30LUF 1.5~25 0.0204F 0.015LLF 32.0~36.0 19.0~21.0 2.0~3.0 3.0~4.0 - Nb:8XC~0.40

329J1 5901 158k 0.08LUTF 0.90LUTF 1.50LLF 0.040LLF 0.030UF 6.0~8.0 23.0~28.0 1.00~3.00 - - -

329J4L 6901 158k 0.04L1F 1.0LF 0.5~2.5 0.040LLF 0.030LLF 8.0~11.0 23.0~27.0 3.0~4.5 1.0LLF 0.08~0.30 W:25LF

330 5201 23 E 0.18~0.25 1.00LLF 1.0~2.5 0.04LAF 0.03AF 33.0~37.0 14.0~17.0 0.75L1F 0.75LUF - -

330H 62011 8Ll 0.35~0.45 1.00LF 1.0~2.5 0.04AF 0.03AF 33.0~37.0 14.0~17.0 0.751F 0.75LUF - -

347 5200k 251 F 0.08AF 1.00LF 0.5~2.5 0.04AF 0.03AF 9.0~11.0 18.0~21.0 0.75L1F 0.75LU°F - Nb:8XC~1.00

347L 5100k 258 F 0.04LUF 1.00LF 0.5~2.5 0.040LLF 0.030LLF 9.0~11.0 18.0~21.0 0.75L1F 0.75LUF - Nb:8XC~1.00
Nb:0.75~1.20

Ti:0.15F

349 6901 23k 0.13UF 1.00LLF 0.5~2.5 0.04L1F 0.03UF 8.0~10.0 18.0~21.0 0.35~0.65 0.75LUF - V:0.1~0.30
W:1.25~1.75

383 5201 28Ll E 0.03L1F 0.90L4F 0.5~2.5 0.02A°F 0.024°F 30.0~33.0 26.5~29.0 3.2~4.2 0.6~1.5 - -

385 5201 281 F 0.03AF 0.90L4F 1.0~2.5 0.03AF 0.02A°F 24.0~26.0 19.5~215 4.2~5.2 1.2~2.0 - —

409Nb 45021 13 E 0.124°F 1.00LF 1.00LLF 0.040LLF 0.030LLF 0.60L4F 11.0~14.0 0.75L1F 0.75LU°F - Nb:0.50~1.50

410 4500 150 F 0.121°F 0.90L4F 1.0AF 0.04L1F 0.03UF 0.60L4F 11.0~14.0 0.75L1F 0.75L1°F - -

410NiMo 760011 101k 0.06LAF 0.90LLF 1.0AF 0.04L1F 0.03UF 4.0~5.0 11.0~12.5 0.40~0.70 0.75LUF - —

430 45021 158k 0.10LLF 0.90LUF 1.0LF 0.04L1F 0.03UF 0.6LLF 15.0~18.0 0.751F 0.75LUF - -

430Nb 45021 & 138k 0.10UF 1.004F 1.00LLF 0.040LUF 0.030UF 0.60LUTF 15.0~18.0 0.751F 0.75LUF - Nb:0.50~1.50

630 9301 6Ll 0.05L1F 0.75L1F 0.25~0.75 0.04LAF 0.03LLF 4.5~5.0 16.00~16.75 0.75L1°F 3.25~4.00 - Nb:0.15~0.30

16-8-2 5201 251 0.10LLF 0.60L4F 0.5~2.5 0.03LLF 0.03AF 7.5~9.5 14.5~16.5 1.0~2.0 0.75LUF - -

2209 6901 1500 0.04AF 1.00LF 0.5~2.0 0.04AF 0.03AF 7.5~10.5 21.5~23.5 2.5~3.5 0.75LUF 0.08~0.20 —

2553 76021 13 E 0.06LAF 1.0LUF 0.5~1.5 0.04LUF 0.03AF 6.5~8.5 24.0~27.0 2.9~3.9 1.5~25 0.10~0.25 —

2593 760011k 13 E 0.04LUF 1.0LULF 0.5~1.5 0.04LAF 0.03UF 8.5~10.5 24.0~27.0 2.9~3.9 1.5~3.0 0.08~0.25 -
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BEED D T (REE) DBERICOWVT

Instruction manual for the welding electrode container
(HEAT RESERVING CONTAINER)

1 #éia) —“~ Il_l\ 2 IEQ ;it

SAFETY PRECAUTIONS SE’ITING PRECAUTIONS
OZFERADHIC, CD (REEDTER) 2HHmANDLE. ELLBENCESIL, @ ZEIZFT OE R s &
RYICETAIEALARFIBRL TCOETOT. DEFF-oTLEEL, Setting place Power connection method
QO_ND (REFNDITHES) CRRLFIZTHBENDS V% [BE| [AE] ELTEPLTHYET, - BFICENDIEAIE,. HERBAZTET T AW, RBEIJL—H—2EHRUREBEL TSN,
rea | (35 OB%EROL S ICE>TVET Do not expose the container to the direct rain and snow. Transmit electric power after connecting leakage breaker.
= 7 - o L Ea . BT . _ .
* This instruction manual describes warnings and safety rules which must be observed by the user to ensure safety operation of A REDERNH ) ET, A REBHLED A 7 2% gﬁ L T BV,
the container and retain it in safe condition. Therefore, read through these instructions strictly before using the container. c BEBEOWREORERRICEY) £T, * Make sure earthing to avoid electrical shock.
* There are two kinds of ranks "WARNING" and "CAUTION" for safe operation of the container in the instruction manual. E B - Otherwise may cause leakage. = &
The meaning of "WARNING" and "CAUTION" is as follows. CAUTION - It may cause absorbency of too mach moisture. WARNING
BRWER > HE (. BIREBHPEIY AT, RCELIIESE R ZFEEMED . _ .
2 & RO RRERE “’L‘ KELAL YU — b (LXRBERR) OLCHBL TR,
BEINZHE N . _ . o Put the container on a horizontal concrete place.
WARNING WARNIN G_ is reserved for conditions and actions that ire likely to cause serious or fatal injury. CEEOBAS S E T,
:I E BIEWEE - -BEIC, BREKEISECY 2T, PREEDOEEXERIESL 2T 5 AEE - If not, it may cause a roll-over.
O MABEShIBARUMNEBELTOREPBESLBHE, xR
CAUTION  CAUTION is reserved for conditions and actions that can cause minor injury or container damage. CAUTION
e [EE] CEBLAZETH, RRICL > THREALRBRICBU D RN BV £ T, 0{*&*?* o
. ey o . . ransfer metho
WFhHEBLRBTERML TV ETOTLEF> TS, e 2 o ) v i
Not following the instructions, even CAUTION, may cause serious injury or damage. JL—THXT 358, JL—>TIRR4RMELT T+—7 U7 FTWXTZHBEEF. 74—
Therefore, be sure to keep the following rules strictly. LY, FFDOEICEIFEALTL EFEL,
. {Ecn ~ = " Four-point lifting only by crane to transfer the container. Insert enough of the fork into the bottom of the container to
R57 - BIRMEEE, EFIREZETIAY . DI TERZY > THSIT-oTL LS, transfer the container by forklift
E8 N N b o i i t z= * o8 Y dp b ° N Y o — o
ﬁ%@iif;&@;@:h hb 5 )i_d_ N e X (2 %T‘i ﬁﬁ §—F%0) ﬂf) & ) i_d— ) (75%'93\7’:tEEB@Eﬁé&Uﬁ\ﬁ“@?&ﬂb‘%UiTo )
CACTTRICFEHRATIRE. KMFELEVKIRPERL TCLES W, = (Two-point lifting may cause deformation and drop.) (If not enough, this may cause deformation of the bottom and
AT FHIE, FHUEREL TS ZE L, WTRNE\IIG over-turning.)
CACTTOBEBEAE. RE2EBEAETELTTIV, FEBICLIAGEHOBN P HUET,
/ A \ CBESHNEESEC LS HYET. 2BRMATHERAL TROSESEIETIHAE, 15ICE 3RE - BEBEEEFOIFE
LIERLTLEZEW, EERLEICEEEZZU RN P HIET, HEAT RESERVING AND TEMPERATURE CONTROL PRECAUTIONS
% %: . 'é‘g_ ;\;Zi(; i};g(sisiti)l!gu?icglil(;al shock, maintenance and check must be served by a competent trained person on A CREOEBIE. TAPPICA-TL AN, (REBEEDTRICOLAYET, )
Uil L) - Be careful with burns when you put your hands into the container. T B cFEEKRFROBEBETHERAL TWAERER, y—FEX42y R4 v F&80ICty PLTLEIL,
" Put the container on the level ground. - N , e EKRROEEECHERALTVAEE, $—EX&y hXM v FEI20ICEY FLTLEEL,
- The maximum container to tier is only two. Over-tiering may cause overturning which leads death and serious CAUTION . . . . o .
injury. - Closing and opening of the door must be done immediately. (If not, it will cause the decrease in temperature.)
- The front door may open. Watch your head when a welding electrode is taken out from the under container. * Set a thermostat switch to 80, when putting the non low hydrogen type into the container.
It will cause serious injury to the head. - Set a thermostat switch to 120, when putting the low hydrogen type into the container.
. =5l o &N —_3 ot . ..
#IEERIZ. ERAX VA —OEMBICDERBTIEEKBL -BEECFERAS ZE0, %ﬁﬂytﬂ L&U@ﬂ]ﬂ$® '§\ R AT TR RSB E S TV E
REODRERICENET, "TAKING IN AND OUT OF WELDING ELECTRODE PRECAU’I‘IONS TOTHOEFREEED LB HE LTS,
CBRIAXIVEI—DEETZ 7 NDKREELIE. HTTBREEY>THLEITH>TLEEL, (mm) CREERBREERETT H S RIEEIR. THh,
° = =50
EﬁF (777@@%) ’(9@ lu\hb‘&”ij-o " 18 bEYH:IIl/—(<7L\:é‘I\o
. %ﬁ32’~79—?)a; FUDKEELVIG, Y—FRXRF v b (REFREOEH) HOFFIREE ﬂ i GREGEEREE . FSICEA AL,
THH-EEMBLEBRToT LSV, (DEsE—FxE THT LOFFREE XY ET, ) — 1 () RV FFEROES B RT.
"5 {ﬁ'ﬁ‘ 0N s‘ v o
s (757088 ® DENDS _) i e R . - When the welding electrode is taken out from the
BREIXV -3, XABET S TORTE TEREICELVIAATLEEL, container, wear leather gloves because it is hot.
o SREeIEA . BRE . - NKEOBERICKY . - This is a welding electrode fluidized heat
;I = EAFRTL LGS B RRCLDARORAI LN &I BEARIHO 3383 reserving container. The welding electrode must be
CAUTI(').I-\I“ cHBhAEFT, BREIx 74— 2HREELLEVWT S, BREOERICAY T, \:: ?28\”@ taken out from the bottom section.
CALFFRICHE. EERLAONE AN EVT LSV, HEPAKOBRRICEY £, AN oo + Returning welding electrode must be taken in the upper
AR © section.
- Use the power source which has a class D grounding of grounding electrode only. This may cause electrical ®woo - Note : The number in brackets is the length of the
shock. / container model.
- Never plug in and out from the outlet before powering off. This may damage the plug or create electrical shock. \ % _
- Ensure that the thermostat is OFF before plugging in and out. (Turning the knob to the left end is in the OFF BT Depth (mm)
position.) This may damage the plug or create electrical shock. %
- Insert the power connector into the plug of the container completely. This may cause electrical shock and fire by % 1 745 550
heating, if not inserted properly. 2 880 X700
- Do not plug in and out if your hands are wet. This may cause electrical shock. 760 (900) —
- Do not install any other things except welding electrodes. If other things are installed, it may cause damage or . ;gg Eggg% 1135 X900
fire.
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> TFEEHD—BI
X550
it = SC-500A X700
X900
#RK (mm) ERRE = (kg)
350~400 400
450
= =
550
500
700
900
- = | AC: 220V 50,/ 60Hz
E5 i )
B 2 8
E—%—FRE | >—-Xk—4%— Tkw
Y—EXZyb | ON—b 33— EA-3L
J> & > b 7AYUA>OCECR #210 10A250V
% B B E |70~100C (BEHEAREE)
H B B B | 12~188R
& K F| BEREE (0.3~0.1%)
B E | #9150kg
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Welding enforcement reference
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MM OBEIINEREFHRERE. RFIZE. BLCAHRESHELX

The welding crack sensitivity and pre-heating temperature, carbon equivalent, heat input

A. S OBREINERETFHRE C. ABEH
The welding crack sensitivity and pre-heating temperature Heat input
(1) BN EZMHHEE  Pom: H (J/cm) = 60E-I
. . v
Pom (%) =C+ o5 + 9+ 20 + o5 + 55 + e + 15 +5B
I: 38R (A)
(2) %‘lh@ﬁﬁ?ﬁﬁ Pc.Pw: E: —;_7%1}_ (V)
_ H, K

(3) BINBALFEERE To:

T/ =1440pc =392 BEHHOMER BB

(HRUIRIEATL3~25COBAITHEH SN LEDTHY) ZIRD RN E1 IS KO I T EE T 2L E DS, )

Calculation of the rough necessary quantity of welding consumables

AEERICIIEHERIT. SEEEICLVERVET DT . HETSEEL TR,
H: ik E (JIS)ml/100g
t @ AREmm

K : ¥R Ekg/mm-mm BEMHOMEEESER

{ (B AR ETE+ R EEMTETR) XIFERXHE] B EWE

v,

HE®E T
. ¢ © 0.07~0.22 Cu © 0~0.50 D BISEARTETE : FRERISEADRTETE (cm?)
# Si 0~0.60 vV @ 0~0.12 Q& B EE | FEAMEED20% (cm?)
0) N . Lo
ft Mn © 0.40~1.40 Ti : 0~0.05 OF #& K HRERER(m)
? NG 0120 b 0004 @ ke 5% M 7.85 (glcm?)
% i . : . ZFLZ (304) 8.02(g/cm?)
- cr 0~1.20 B : 0~0.005 272U (316)  7.94(g/cm?)
%
< Mo : 0~0.70 ®E B 3 R HEE=55%
(FRIVSERFI50mmILEERD)
HRS—ILRJ /4 =95%
H: 1.0~5.0ml/100g K : 500~3,300kg/mm-mm
t 1 19~50mm AEE : 17~30KJ/cm

B. RFHUE Ceq

Carbon equivalent

ST IR TS IRV IS IR
Ceq=C+ 5 Mn—+ 52 Si+ 10 Ni—+ 5 Cr+ 1 Mo+ 14V
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AT 2L ZAMEMBEMPAORE (W87 — 7 15#%)

Selection of stainless steel and dissimilar-steel

5 DM OFERK

Selection of brazing metal

FESSVEBEEDSIMICETEHIMDRER

H STPG SS400 SuUs SuUs SuUS SuUs SuUS SuUS SuUS
370 SGP 430 405 316L 316 309S 304L 304
SuUSs
304 ES309 ES309 ES309 ES309 ES316L ES316 ES309 ES308L ES308
SuUs
304L ES309L ES309L ES309L ES309L ES316L ES316 ES309L ES308L
SUS
309S ES309 ES309 ES309 ES309 ES309LMo | ES309Mo ES309
SuUSs
316 ES309Mo ES309Mo ES309Mo ES309Mo ES316L ES316
SuUs
316L ES309LMo | ES309LMo | ES309LMo | ES309LMo | ES316L
SUS ES410
ES410Nb
405 ES309 ES309 ES309 ES309
SUS ES430
ES430Nb
430 ES309 ES309 ES309
SS400
SGP - -
STPG
370 —
Gx) (1)B#iES  STPG370 : JIS G 3454 [EHEERARZRE
SGP T JIS G 3452 ERERRFRMANE
SS400 1 JISG 3101 —fRMEEREEAM
(2) B T JIS Z 3221 (RFLASMEBT — 7 A1ERE)

BEEBEOREERT (JISHEE)

Identification colors of welding consumables

' M mEER lEEss
ES308 # —
ES308L P —
ES309 2 —
ES309L R —
ES309LMo iR x
ES316L & —

(&%)

BEEDORBRRNIISICENVETEINTEN . EOXA—H—DRILEF THD,
BLOKHDBFORREREINTVEL,

AlBLV MgH LU Nis L =R = Cubs&tf & 3= $H A
NS & | Mgs NE & | Eaem | VA | Fe Cut & | TA®m | MAEE
BAg,BCu BAg,BCu
s | o | oo BAgBCu | BAOBCU | poyzn | BASBCU | Bag | BAgBCU | BCuzn
e ; ; BAgNn . BCuzn BCuzn BAgMn
BNi BNi : BNi :
BNi BNi
mESE | BAg,BCu | BAg,BCu | BAg,BCu | BAg,BCu BAg BAg,BCu
T Eif BCuZn BCuZn BCuZn BCuZn BCuZn BCuZn
Cusdt | | . BAg BAg BAg BAg BAg,BCuP
Cugd £ BCuZn BCuZn BCuZn BCuZn BCuZn
Fe | e | e BAg,BCu | BAg,BCu | BAgBCu | BAg,BCu
BCuZn BCuZn BCuZn BCuZn
BAg,BCu BAg,BCu BAg,BCu
ZFULR | e | e BCuZn BCuZn BCuzn
BNi BNi BNi
Yo BAg,BCu | BAg,BCu
3’5&0" .................. BCuZn BCuZn
KE2H BNi BNi
Niss & BAg,BCu
ng ﬁ .................. BCuZn
BNi
MgsdU' | ..
Mg& & BMg
ALY )
AL 4 BAISi
BMELUAITEICE L1558
ABST | MoBST | NBED | s | zmuz| 3 s | SRS srv | mmes | adU
= g= = TEA = EaeH =B
- BAg BAg BAg BAg BAg géﬂ gﬁgMn BAg
e BAISi BMg BCuZn BCuZn BNiCr BCuZn BCuP BCuZn BNi BCuAu
BNi BNi BCuZn BCuZn . BCuP
BNi BCuzn
™ BAg
24BIR TR , BAg BAg BAg BAg | .|
7—s% | BASI BMg | Bcuzn | Bcuzn | BA9 BCuzn | BCYP | Bcuzn
BCuZn
BAg BAg BAg
BAg BAg
7o . BAgMn | BCu BAGMn | gag BAg BAgMn | BAgMn | g,/
gk | BAIS BMg | Bcy BCuzn | BCU BCuzn | BGuP | BCu BCu BCuAu
L BNi BNi BNi BCuZn BNi BNi
BCuZn BCuZn BCuZn
BAg BAgMn
%ﬁg BAISi BMyg BAg BCu gﬁig BAg géﬂp géﬂ BAg BAg
Jil1E27 BNi BCuZn BCuZn BCuzn BCuUZn BCuUZn BCuZn BCuAu
BNi BNi
BAg
B’ | ] BAG | maq | BAG | e BAg BAg
gtk BCuzn | BA9 BAg BCUuP | gouzn | BA9 BCuAu
BCuZn
BA BAg BAg
RIEA BAISi BMg BAg BC?JZn BAg | e BCuP BCu BAg | e
BCuZn BCuZn
BAg
; BAg BAg BAg | .|
Block BAISi BMg BAg BCuZn BAg BCuUZn BCuP BCuZn
BCuzn
FIOW ...................................................... BCuZn BCuZn ..................
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5 2 HERER
BB 736211992

Recommended Practice For Brazing

1.3 i 45
COBAENL WA AW 500 A SRl OIEE3. 2mmEL T OB OE DA FHEEEREICOWTHET %,
#BE CoOBKOTIIRMEE AFRITRT .

2.5 MFORESRRRUDIMTADTS
AT DI B FIRIE. T LS, E2 A HED I B 21255,

Rl DN FORSET

B REOASMFHBF LSRR
EhitF L .S <78
S N
T L ]

REEMF

2h—THF c — B
o Cl

THEF FB
3 Cl
| l S
S
T e TS HE
ILT TS IHBE 8
T Cl
S| ] S
3T |S.

TLTH#F

Cl
IR FERRAE T
- @ B
- Q , é@ s

h
Q

% ClvEE LiEnlL3 S:7qubdik 0:2h—TRE
K2 DN GEDES

B Ak s B A ks
h—=F55fF B FRIHRB I IRB
PR FB EIAOMT RB
FHEIES O 1B BEE2551 VB

. DOHfHERE

AIFVEHEERAT ORI AT Mk R Ba b D LB AR —F AL T EHIX L TS Z 3891 D 3ExIC
BT TR USRS,

. B#

4.1 BHMOBEE 2HMIHWAEMIE RN &8, 0. 044755 T JIS G 3131, JIS G 3141, JIS G 3441,
JIS G 4304, JIS G 4305, JIS H 3100 JZUF JIS H 3300 |ZHE T ALD NIZZNOHIZHL T 2HDET 5,

4.2 BMOBERL B AIHIEEE RITT IO H ERET SN RO TEREL 2T UIRS 20,

. DONINBEE R OIS

(1) MNEEEEI A — R TS 20O T IAUREE K O 2 @ U HlH TE 53 D TRIF I RS R,
F7o B OME IR, L A DL S E L 72 0% IR TR Rb R,
(2) HhnEksszHWAEEE, JISB 6801 i nE[[@& Ll Fotkieiddo2bnet 5,

. AIRVTSVIR

(1) 2 E M OME RUH®ICE-T, JIS Z 3261, JIS Z 3262, JIS Z 3264, JIS Z 3265, JIS Z 3266, JIS Z
3267 KO JIS Z 3268 |ZHLE T AHLD IIZNSIZAHY T 2H0% v 5,

(2) 7997 AXAIFHEIE T OME A DI, A T ELEIZ LS TR IR, AR —ANIR R AT RR A TH 57
PHAL R ITC R DR L) 50 0% 5, 72720 DASIA ) W T AR §5L XX, 7Ty 7 A Hwie
WAL,

(3) AL SV Bl AIFICHEERKIDSHHD% HINTI R,

(4) AIRVT7Iy7 AL Wi B E R EEL TRE LRI USRS,

(5) AIOUBERIT TEFEMZL TAL VMR T ALl Z B L T b TS50,

7. AT

(1) BMOME IR TERCHEIOHET 2500 T Ea g L N E i U7 B g Bal oz Lz ud
YA
D7 RO E B ORI AIHRE KA B0 T KIAD T30 7 A 7T 774 it 8L ) 7
L% WL,

(2) AIRVTTo7 G AT S NEERERLREDS GE YR TCIR, F 0D % IR T R0\,

(3) AHOMNHEIEDLEIBE TEE 7V ) R CREEICT A0 794 7 090 I EE OB AY 72 7 TR 235
P XAIT A=)V T b F DM FRER) FEEE PR K R & CRRE DB L BT b,
LB ARBEA OB IO WL I IS T ERL 2T IUI RSB0,

(4) AHETOTEHIAIREICB AR ZEL COMIER ISR E T 5,
BE SHMMEREIZBIT AR TEFI BEBRIILS,

55t #
REHERVEEE | WRUAEES
5D 0.05LF —
Hi5D 0.05~0.25 0.05~0.40
NASRADS — 0.05~0.25
$R55 0.05~0.25 0.05~0.25

8. 25 EDEFBEIR

(1) +0%AINREZFL720IE LB CTHOIN HEER 1 OEAQRT-O I A O HELDE RIS
ENEFL Y,

(2) BMOIRIZISTINBIC LS TRAMUFEET D RN B 53 5113 A ISR Z E L RN K22 5k
R DT RFIUTRE,

(3) 77972 A A1 29N RO 50 LT Ty 7 Ze ¥ I8 A L T G2 L2 udzs
IR

(4) EEIHLINOBII HO5PLOH)DLIEEEFTEL TIRSHE N LIBIRIEIEL 7259% v b,

(5) PIESEIZST2o TR A) BT Ty 7 AOFH M DR EE DI SR OB E LI BEL A BIVA R
RARDIEAEZ AT IUI R,
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(6) INBUCESL QU kTR AT A B SN A LI BN Fx LT UL RS0,

(7) A2HEoT M OMEDP AT S EE2EET 5,

(8) MMBUREEIL. —#%I2JIS Z 3261, JIS Z 3262, JIS Z 3264, JIS Z 3265, JIS Z 3266 /%1 JIS Z 3267 |Zitiksh
7eHMFILE (BE 1) 2 B 5L 5o

(9) 2of B EES ELAIDVT OB T, A EINIAI DA AR I, AIOBAETEL AT UL

YA
(10) 23 ff b S EFAED I L )3 B L bR U b7,
(1) A3 T3 A DA 5T B E 2 R AR OIS B b 2 0 XA L MU D7\
(12) 234§ b DI R S D Fd e RIS R B B 55 72 TR R 20,

9. A5fTEDMNE
(1) AR FRSE A KL TP &5 20 JUIBEM Y )71 T R A 72 T U570,
(2) FRICERRWEDLEET AU AT AR EIRL R WIITEE LRI IUI RS0,
F72 HEFITE DTS R N EIZT VAT CHRFIL KBV Z AT bR T UT b7
(3) AR BIMBOLED D DAL A OERIRIEE (BEATUIEREE) 2 E L A O FERZ BT 21 UE %570,
(4) A TRITIRS KO T ALY rOAREE JIR, P EV R =L A R, BN N O A ISR # fEREL L2
FUn U CE R E 2 Ll iud s v,

10. BE
DIFHET . AITERO RGO A ATV EERER S B L DY) 70 7 e TR L 2 U e bie

11. 5%
BT B U TR AR TR TR T BT 59, 7 T 0 7 AU SF AR BOTINEL i e fe gk L el
o7\,

12. REEFHE

HIHEREEAT IS A RIS RD FIZ O W TH BEL T UI 520,
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SV
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