WELDING

CONSUMABLES

PRODUCT SPECIFICATION

WELDMAXX



Content

WELDING CONSUMABLES : anaiiay

‘Mild & High Tensile Steel :
| X-90 1
LX-110 o
TIG-70S 3
MIG-70S 4
MIG-80S 5
MFX-71T B
SW-11 7
Stainless Steel : duAuULaH
TIG-308LSI 8
TIG-300L S| g
TIG-316LS 10
MIG-308LS| 11
MIG-308LS| 12
MIG-316LS| 13
MEX-308LT 14
MEX-309LT 15
MEX-316LT 16
BRONZE-P 17
TIG-BRONZE-S| 18
TIG-BRONZE-AL 19
MIG-BRONZE-SI 20
MIG-BRONZE-AL 21
BROMNZE-59 20
BRONZE-59FC 23
AX-47 24
TIG/MIG-4043 o5
AL-43FC ol
TIG/MIG-5356 o7
Hardfacing : wanfiauts
HX-850 o8
TIG-60H 29
SILVER BRAZING RODS : a1altiauszanu
AG Series 30
TUNGSTEN ELECTRODES : anavi4aimu
GOUGING CONSUMABLES : ananzsa4
33

34




aadaulnih LX -90 R 7 S AWS A5.5 E9016-G
LX-90 WELDMAXX JIS 23212 D5816

For 60 kg/mm? Class High Tensile Steel
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DESCRIPTION

LX -90 is a low hydrogen type electrode used for welding of 60 kg/mm? class high tensile
steel. It shows excellent crack resistibility and high notch toughness at low temperature.
It is suitable for welding of heavy-duty high tensile steel plate.

INSTRUCTION FOR WELDING

® Dry electrodes at 350 C° — 400 C° for 30-60 minutes before use.

® Choose the welding current within the suitable welding current range.

® Preheat at 95 C° - 105 G° before welding, preheat temperature varies in accordance with plate
thickness and grade of steel.

# Adopt back step method or strike the arc on a start tab to prevent blowholes at the arc starting.

@ Keep the arc length as short as possible.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

C Si S P Mn Ni Mo

0.08 0.55 0.006 0.01 1.21 0.75 0.33

TYPICAL MECHANICAL PROPERTIES OF WELD METAL

Yield Point Tensile Strength Elongation Charpy Impact Value
(WF9F TU Yield Point) (W5960 U Tensile Polnt) (nstmet) (MsFULsINT=UwN)
571 N/mm? 664 N/mm? 2949, 197 J
58.2 Kg/mm? 67.7 Kg/mm? ) 20.1 Kgf-m (at =5C°)
RECOMMENDED CURRENTS (AC or DCEP)
Diameter (1um) 3.2 4.0 5.0
Length (A7nu817) 350 400 400

Current Range (dranszuainidan) Amp. 90-150 130-190 180-240



R S AWS A5.5 E11016-G

1X-110 WELDMAXX JIS Z 3212 D8016
For 80kg/mm? Class High Tensile Steel
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DESCRIPTION

LX-110 is a low hydrogen type electrode used for welding of 80 kg/mm?2 class high tensile steel.
Its weld metal shows excellent mechanical properties and crack resistibility.

APPLICATIONS

Pressure vessels, steel structures using of 80kg/mm? class high tensile steel.

Instructions for welding

1. Dry the electrodes at 380° ~ 430° for 30 ~ 60 minutes before use.

2. Choose the welding current within the suitable welding current range.

3. Preheat at 120° ~ 200° C before welding, preheat temperature varies in accordance with
plate thickness and grade of steels.

4. Adopt back step method or strike the arc on a start tab to prevent blowholes at the arc
starting.

5. If the thickness of each pass increases by low speed welding, the impact value and yield
point will tend to decrease.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

C Si S P Mn Ni Cr
0.06 0.45 0.007 0.014 1.85 1.83 0.48 0.52
TYPICAL CHEMICAL COMPOSITION OF WELD METAL(%)
Yeeld Point Tensile Strength i Charpy Impact Value
(W53R4 tu Yield Point) (U774 1 Tensile Point) (msFuksaIngzunn)
ro2kgimmt | 853 kgthmme U e

RECOMMENDED CURRENTS: (AC or DCEP)

Size Diameter (1unm) 3.2 4.0 5.0

(mm) Length (Aruem) 350 - 400 | 400
Current Range (fsnszualWi®aw) (Amp.) 90 ~ 150 130 ~ 190 180 ~ 240
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TIG-70S WELD M AXX AWS A5.18 ER 70S-6
For Mild Steel and 490 N/mm® High Tensile Steel (GTAW)

aemy -
EI'I'CU'F-J.J'LI FYRIa87ALY L

TIG-70S |.1".’|1L amtlauwana fuauﬁlirzu NFELAUNIT TIG (eTAW) Wiladaudinleuastiaedunisunn
5las lurasianusofuusinsrunnlarngoung e

mMslEnu

* = b | = = -J'I ¥ = i = |
dmfuidaumdnmiloousafersdu 490 N/mm? 'lﬁ‘l"fiﬂmmwuﬁﬁﬂimﬂuﬂﬂﬂﬁ*ﬂmumar]

CHARACTERISTICS

TIG-70S is a solid wire to be used in gas tungsten arc welding (GTAW) process. It provides
excellent plasticity and crack resistance on weld metal, especially with good impact toughness
under low temperature,

APPLICATIONS

Welding of mild steels and 490 N/mm? high tensile steel. Suitable for all-position root passes
of pipes and thin plates.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)
Shield Gas: AR
C Si Mn S P C
0.06-0.15 | 0.80-1.15 140185 <0035 <0025 <0.035

TYPICAL MECHANICAL PROPERTY OF WELD METAL
Shield Gas: AR

Impact Value-18°C

W)
450 | 550 | 29 | 120

SIZE

m 1.6X1000 = 2.0X1000 = 2.5X1000 3.2 X 1000




MAEaYU MIG-70S R Y JIS Z 3312 YGW12
MIG-70S WELD M XX AWS A5.18 ER 70S-6

For Mild Steel and 490 N/mm?2 High Tensile Steel (GMAW)
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MIG-70S WuaiAmMan \amiu (Solid Wire) Nt lunszuiunis MG (GMAW) 111 Co, ¥iia AR+CO,
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CHARACTERISTICS

MIG-70S is a solid wire to be used in gas metal arc welding (GMAW) process with CO, or
AR+CO, gas mixture. It assures good arc stability, less spatter and satisfactory weldability in
a wide range of welding current. It is suitable for all-position welding.

APPLICATIONS

Welding of mild steels and 490 N/mm? high tensile steel for automobiles, industrial machinery,
pipes, steel frames, bridges and ships.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)
Shield Gas: CGE

C Si Mn S P C
0.06-0.15 0.80-1.15 140-1.85 <0035 = <0025  <0.035

TYPICAL MECHANICAL PROPERTY OF WELD METAL
Shield Gas: E‘DE

impact Value-18°C
)

450 | 550 29 | 120

SIZE

u.axwkg. 09X15kg. 1.0X20kg. 1.2X20kg. 1.6X20kg.



mm%au MIG-805

- P& JIS Z3312 YGW21

MIG-80S WELD M MXX AWS A5.28 ER80S-G
For gas-shielded metal arc welding of 580N/mm? high tensile steel.
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DESCRIPTION

MIG-80S is a solid wire for welding with CO, gas. It can be
used in wide range of current from low to high with glossy
bead appearance and less spatter.
The weld metal shows good X-ray soundness and
mechanical properties.

APPLICATIONS

Butt and fillet welding of steel structures using 590N/mm? class high tensile steel such as
construction machinery, buildings and pressure vessels,

INSTRUCTIONS FOR WELDING

1. In case of heavy plate or heavy constraint, preheat at 50-1 50°C to prevent a cold cracking.
Use lower welding current in order to avoid pear-shape crack.

2. Use CO, gas for the welding.

3. Use the wind-screen against wind.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%) (SHIELD GAS: CO,)
Cc Si Mn P S Mo

0.05 0.61 1.44 0.015 0.012 0.37

TYPICAL MECHANICAL PROPERTIES OF WELD METAL (SHIELD GAS: CO,)
Yield Strength Tensile Strength Elongation Charpy V-Notch

an'mz[kgt.r‘ I'I"II'I'IZ_I N/m mi‘{kgﬂ'n'rnﬁ % oC ‘-I':kgf' I'I"I}
560 (57.2) 650 (66.4) 26 -5 82 (8.2)

SIZES AVAILABLE AND RECOMMENDED CURRENTS (DC-EP)

0.9 X 15 kg. 1.2X 15 kg. 1.4X 15 kg. 1.6X 15 kg.
F 50~200 100~350 150~450 250~500
V-Up 50~140 80~180 100-180 .

OH 50~100 80~150 - -
V-Down 50~200 80~240 - -



el MFX-7IT 099y V'S 23313 YFW-C50DR
MFX-71T s bl 48 AWS A5.20 E71T-1

For Welding of mild steel and 490N/mm? high tensile steel for high efficiency and all positional welding
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DESCRIPTION e

MFX-71T is a titanium-oxide-type flux-cored wire suitable for all-position welding inclusive of
vertical down. The welds have smooth appearance. Its deposition rate is 10-30% higher

compared with solid wire. The quantity of spatter is about half of solid wire due to its soft and
stable arc and the slag is easy to remove, It is suitable for multi-layer welding of thick plates.

CHARACTERISTIC AND APPLICATIONS

1. Excellent mechanical properties and weldability.
2. Operated at all position.

3. Very low fume, stable arc, and good slag removal.
4, Excellent X-ray quality.

5. Suitable for the welding of hulls, storage tanks, mechanical and constructional steel
structure and bridge.

NOTES ON USAGE

1. DC(+)
2. In multi-layer welding, keep the inter-pass temperature below 150°C
3. Lower voltage needed for Ar blend shielding gas than using 100%CQO,,

TYPICAL CHEMICAL COMPOSITION OF WELD METAL

C Si Mn P S
0.05 0.60 1.3 0.005 0.007
TYPICAL MECHANICAL PROPERTIES OF WELD METAL (1 OU%CDE SHIELDING GAS)
Tensile Strength Yield Strength Elogation Impact Value-18°C
NmmAKgfimm?) NmmAKgt/imm?) J (Kgf-m)
480(49) 580(59) 28 88(9)
RECOMMENDED PROCEDURES

Diameter{mm) 1.2 X 15 kg. 1.6 X 15 kg.
Voltage(V) 20-30 22-34
Current(A) 120-300 170-450

Our-stretching Length{mm) 15-20 | 20-25
Gas Flow(l/min) 15-25 | 20-30




MAEaL SW-1 o0
SW-11 WeLDmMAXX JIS G 3503 SWRY11

For Oxyfuel Gas Welding
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CHARACTERISTICS

SW-11 is a solid wire to be used in oxyfuel gas welding process of mild steel.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)
006 = 054 002 0011 001 | 006 Bal

TYPICAL MECHANICAL PROPERTY OF WELD METAL

Tensile Strength Elongation
(MPa) (%)
564 41.9
SIZE

20x1000 | 2.6x1000 | 3.2x1000
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TIG-308LSI WELDMAXX AWS A5.9 ER308LSI
For TIG Welding of Low Carbon 18% Cr-8%Ni Stainless Steel
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CHARACTERISTICS

TIG-308LSI is stainless steel gas tungsten arc welding (GTAW) or TIG wire to be used for low
carbon 18%Cr-8%Ni SUS304L steel. Deposited metal contains less carbon and show excellent
resistance intercrystalline corrosion and cracking. Silicon content improves arc stability and
bead apperance. Produces exceptionally smooth filler welds and flatter butt welds.

APPLICATIONS

For welding of stainless steel manufactured automobile parts, chemical engineering, textile
and power plants.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

Shield Gas: AR
C Si Mn Cr Ni Mo
0.02 0.78 225 19.79 10.24 0.014
TYPICAL MECHANICAL PROPERTY OF WELD METAL
Shield Gas: AR
Yield Strength Tensile Strength Elogation
Nmm?) N/mm?3) %
400 580 41

SIZE

1.6 X 1000 2.0 X 1000 2.4 X1000 3.2X1000
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TIG-300LS! WELRDMAXX AWS A5.9 ER309LSI
For TIG Welding of Low Carbon 22%Cr-12%Ni Stainless Steel
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CHARACTERISTICS

TIG-309LSlI is stainless steel gas tungsten arc welding (GTAW) or TIG wire to be used for low
carbon 22%Cr-12%Ni SUS309L steel, 18%Cr-8%Ni stainless clad steel. Silicon content
improves arc stability and bead apperance. Produces exceptionally smooth filler welds and
flatter butt welds.

APPLICATIONS

For joining dissimilar metals such as stainless steel to mild steel or low-alloyed steel.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)
Shield Gas: AR

C Si Mn Cr Ni Mo
0.02 0.74 2.35 239 13.8 016
TYPICAL MECHANICAL PROPERTY OF WELD METAL
Shield Gas: AR
Yield Strength Tensile Strength Elogation
N/mm?) (N/mm2) %
410 570 38
SIZE

Size (mm) 1.6 X 1000 2.0 X 1000 2.4 X1000 3.2 X1000
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TIG-316LSI WELDMAXX AWS A5.9 ER316LSI
For TIG Welding of Low Carbon 18%Cr-12%:Ni-2%Mo Stainless Steel
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CHARACTERISTICS

TIG-316LSI is stainless steel gas tungsten arc welding (GTAW) or TIG wire to be used for low
carbon 18%Cr-12%Ni-2%Mo SUS316L steel. Deposited metal contains less carbon and
adequate amount of ferrite, and shows excellent resistance to intercrystalline corrosion and
cracking. Molybdenum provides increased creep resistance at elevated temperatures.

APPLICATIONS

For welding of low carbon 18%Cr-12%Ni-2%Mo stainless steel (SUS316L), high corrosion
resistance and chemicals.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)
Shield Gas: AR

c Si Mn Cr Ni Mo
0.02 0.74 1.6 18.96 124 2.3

TYPICAL MECHANICAL PROPERTY OF WELD METAL
Shield Gas: AR

Yiedd Strength Tensile Strength Elogation
(Nfmm?) (N/mm?) %
380 550 40
SIZE

Size (mm) 1.6 X 1000 2.0 X 1000 2.4 X 1000 3.2 X 1000
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MIG-308LSI WELDMAXX AWS A5.9 ER308LSI

For MIG Weilding of Low Carbon 18%Cr-8%Ni Stainless Steel

-
AuANURYIAIATAY

MIG-308LS| L‘qUB’]ﬂﬂEulLﬁﬂuLﬁﬁ 18%Cr-8%Ni Al TUNTLLILNTS MIG/IMAG (GMAW) ey
ﬂtﬁmmgﬁuaum ﬁﬂiﬁﬂuﬂ]uﬁiam&uﬂﬂ?ﬂ waznnsiensauled dunaureaddnawirlinisanda
aunauaty dmadasur Fauiannnuuesuuu ey

mslenu

dmdudanruawnuiaaiall muludueuud gramnssuad waslsdlni

CHARACTERISTICS

MIG-308LSI is stainless steel gas metal arc welding (GMAW) or MIG wire to be used for low
carbon 18%Cr-8% SUS304L steel. Deposited metal shows excellent resistance intercrystalline

corrosion due to its extremely low carbon content. Silicon content improves arc stability and
bead appearance.

APPLICATIONS

For welding of stainless steel manufactured automobile parts, chemical engineering, textile
and power plants.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)
Shield Gas: AR

C Si Mn Cr Ni Mo
0.02 0.78 2.25 19.79 10.24 0.014

TYPICAL MECHANICAL PROPERTY OF WELD METAL

Shield Gas: AR
Yield Strength Tensile Strength Elogation
(N/mm?) (N/mm3) %
400 580 M
SIZE

Size (mm) 0.8X15kg. | 0.9X15kg. 1.0X15kg. 1.2X15kg.

11
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MIG-309LSI WELDMAXX AWS A5.9 ER309LSI
For TIG Welding of Low Carbon 22%Cr-12%Ni Stainless Steel
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CHARACTERISTICS

MIG-309LSI is stainless steel gas metal arc welding (GMAW) or MIG/MAG wire to be used for
low carbon 22%Cr-12%Ni SUS309L steel, 18%Cr-8%Ni stainless clad steel. Silicon content
improves arc stability and bead apperance. Produces exceptionally smooth filler welds and
flatter butt welds.

APPLICATIONS

For joining dissimilar metals such as stainless steel to mild steel or low-alloyed steel.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

Shield Gas: AR
G Si Mn Cr Ni Mo
0.02 0.74 2.35 239 13.8 0.16

TYPICAL MECHANICAL PROPERTY OF WELD METAL

Shield Gas: AR
Yield Strength Tensile Strength Elogation
(Nimm?) N/mm?2) B
410 570 38
SIZE

Size (mm) 0.8X15kg. 09X15kg. 1.0X15kg. 1.2X15kg.
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MIG-316LSI WELDMAXX AWS A5.9 ER316LSI
For MIG Welding of Low Carbon 18%Cr-12%Ni-2%Mo Stainless Steel
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CHARACTERISTICS

MIG-316LSlI is stainless steel gas metal arc welding (GMAW) or MIG/MAG wire to be used for
low carbon 18%Cr-12%Ni-2%Mo SUS316L steel. Deposited metal contains less carbon and
adequate amount of ferrite, and shows excellent resistance to intercrystalline corrosion and
cracking. Molybdenum provides increased creep resistance at elevated temperatures.

APPLICATIONS

For welding of low carbon 18%Cr-12%Ni-2%Mo stainless steel (SUS316L), high corrosion
resistance and chemicals.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

Shield Gas: AR
C Si Mn Cr Ni Mo
0.02 0.74 16 18.96 12.4 2.3

TYPICAL MECHANICAL PROPERTY OF WELD METAL

Shield Gas: AR
Yield Strength Tensile Strength Elogation
Nmm3) (N/mm?3) %
380 550 40
SIZE

Size (mm) 0.8X15kg. | 0.9X15kg. 1.0X15kg. 1.2X15kg.

13
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aAdDY MFX-308LT R 7 N AWS A5.22 E308LT1-1
MFX-308LT WELDMAXX JIS YF308LC

FLUX CORED ARC WELDING WIRE FOR STAINLESS STEEL (GMAW)
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DESCRIPTION

MFX-308LT (for all-position operation) is 18%Cr-8%Ni austenitic stainless steel flux cored wire.
Due to the lower carbon content in the weld deposit, it is possible to obtain resistance to
inter-granular corrosion even though used in as-weld condition. Generally used with 100% CO,,
shielding gas or mixtures of Ar+20~25%CO,. Stable arc transfer and ideal slag removal
guarantee that slag comes off easily, creating a smooth and fine bead surface.

APPLICATIONS

Used to join base metals of similar compaosition, such as AISI301, 302, 304, 304L.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL(WT%)
Shielding c Si Mn P S Ni Cr

Gas
100%CO, 0.03 045 1.42 0.018 0.012 9.87 19.96

TYPICAL MECHANICAL PROPERTIES OF WELD METAL
Tensile Strength
9560 N/mm? 40%

!

SIZE AVAILABLE AND RECOMMENDED CURRENTS(DC+)

1.2 X12.5 kg. 1.6 X 12.5 kg.
F/HFE 140 ~240 23-~33V 200-~300 27-~32V

V/OH 120 ~ 200 27 ~ 32V - -




mm‘%au MFX-309LT

Wil AWS A5.22 E309LT1-1

MFX-309LT WELDMAXX JIS YF309LC
FLUX CORED ARC WELDING WIRE FOR STAINLESS STEEL (GMAW)

ATIEUUR

MFX-309LT iflu sam@auszinndntaad (Flux-cored) aunuiag wnga 309L Al ATUNs@auynvin
aunsadaudaauALIanings 309 fery viadauraauruaandunsa 300 U wmdnardusuriamédn
Fosn tnadldifusuadevsasiudmiunsdaumdndamdnidan ﬁauqzu‘t‘rquwaﬁ:ﬁ’mnﬁﬁm 304L
UnRlftuula 100% co, Wiauflanautaninau + 20-26% co, THnsdauiiuuauazias slag
aenldine uwdanmeany

mslfnu

dviudaunalanuaurnirils viadauaunuias 304 lugnmedaniau

DESCRIPTION

MFX-309LT (for all-position operation) is used to join similar 309L alloy or join 300 series
stainless steel to carton or low alloy steels. It is also recommended for use as the first layer in

a single or multilayer surfacing of non-alloy and low-alloy steels to give a 304L deposit. Generally
used with 100% CO, shielding gas or mixtures of Ar+20~25% CO,. Stable arc transfer and ideal
slag removal guarantee that slag comes off easily, creating a smooth and fine bead surface.

APPLICATIONS

Used for welding similar alloys in wrought or cast form: occasionally, to weld type 304 base
metals when severe corrosion conditions exist, and welding dissimilar steels.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL(WT%)

Shielding +
Gas C Si Mn P S Ni Cr
1'I:Iil'.l“!-’i:'E:ilf.l‘2 0.03 0.45 1.42 0.018 0.012 12.67 23.46

TYPICAL MECHANICAL PROPERTIES OF WELD METAL
Tensile Strength
560 N/mm? 40%

!

SIZE AVAILABLE AND RECOMMENDED CURRENTS(DC+)

1.2X12.5kg. 1.6 X 12.5 kg.
F/HF 140 ~ 240 23 ~33V 200-~-300 27-~32V
V/OH 120~200 24~30V | - | -

15
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MAday MEX-316LT - & AWS A5.22 E316LT1-1
MFX-316LT WELDMAXX JIS Z3323 YF316LC

FLUX CORED ARC WELDING WIRE FOR STAINLESS STEEL (GMAW)

L o

AOUALY

MFX-3160T iflu aad@audssinnidndnad (Flux-cored) aumuiag 18% Cr-12% Ni-2% Mo 711414
numﬂ%auﬂnﬂﬁ dadauildunauradiuduaduvinl¥unusanistandauannaseillAdindunsm
308L vi3a 309L dnlEtunuiifertastunanlsd UnAldiuuda 100% co, viaufianauraianau
+20-26% CD -I.Hﬂ"ITL#'EIIJﬂUIJU']ﬁLLﬂ”LH’h 5|Elg 'Eiﬂﬂ‘LFH'"I[I LLH"JL%‘EIIJ’E?’J[I-I"IU

ﬁﬁﬂﬁﬂﬁaﬂaﬁzﬂﬁei*mnaumm.nﬁ'lnﬁlﬁmﬁu Co%TUBURUL) U 1N5A AISI316, 3161 316Ti uas 318
ualunuiidmdaidugung g

DESCRIPTION

MFX-316LT (for all-position operation) is low carbon 18%Cr-12%Ni-2%Mo austenitic stainless
steel flux cored wire. The typical molybdenum gives improved resistance to pitting and crevice
corrosion over grades 308L and 309L, particularly in the presence of chlorides. Generally used
with 100% CO, shielding gas or mixtures of Ar+20~25% CO,. Stable arc transfer and ideal slag
removal guarantee that slag comes off easily, creating a smooth and fine bead surface.

Used for welding similar alloys (containing 2% molybdenum) such as AlS316, 316L, 316Ti and
318; also for high temperature service applications. The presence of molybdenum provides
increased creep resisdence at elevated temperatures.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL(WT%)

Shielding - :
e G Si Mn P S Ni Cr Mo

100%CO, 003 =040 = 161 0020 0015 1272 1946 251

TYPICAL MECHANICAL PROPERTIES OF WELD METAL

930 N/mm? 40%

SIZE AVAILABLE AND RECOMMENDED CURRENTS(DC+)

1.2 X12.5 kg. 1.6 X 12.5 kg.
F/HF 140 ~ 240 23 ~23V EDI]' Eﬂﬂ 27 ~35V
V/OH 120 ~200 24 ~30V - -




R 7 X AWS A5.6 ECuSn-C

BRONZE-P WELDM AXX JIS Z 3231 DCuSn-B
For Phosphor Bronze

madaunaurasslnih BRONZE-P

- =
BRONZE-P Lf]u_flﬂﬂﬁimwmmﬁm‘l.ﬂﬁw}ﬁmmﬁauﬂumunauwmmum-ﬂaﬁﬂm"’ﬁ (Phosphor
Bronze) undauilATiguaninnafiddey wamumudanisiandaunasnisyeialaz

dmfudaualansszinmaun@a 1y nasus-Haarasa,
MNBHMAD UWAZIHANHAR ﬂ"‘lll"l‘i‘fIL‘il'ElMﬂi'ﬂlﬂﬁdﬂﬁUﬂﬂduﬂdﬁﬂ,
naaundas il lfien 18un daufiod wik Tuvs fsuann
ardmiuiudel¥indnnds Wiamanndenaumaanias

1. [Bannssua@auimunsaudusunaa At 1f

2. qungdnaunazszwia@euilinusaudmiunaauns-Noavada
Wity 160°~200° C LAY 250°~300°C @ Miunaumany

3. Wdnamaunnduly ey ldmndiu 3 uﬁlwm*ummmm'iau

4, YRl gsfauunidausei® Hot Peening iaifiuauautminarauusday

BRONZE-P is an electrode for copper alloys which gives the deposited metal of phosphor
bronze. The weld metal has good mechanical properties and also excellent corrosion and
abrasion resistance.

APPLICATIONS

Used for welding of various kind of copper alloys such as phosphor bronze,brass and cast
iron. For joining dissimilar metal such as copper alloys to steel,bronze and brass. Also suitable
for surfacing or repairing of gears, bearing surfaces, impeller blades, electrode holders and filling
defects of cast iron,cast copper alloys.

INSTRUCTIONS FOR WELDING

1. Choose the welding current within the suitable welding current range.

2. Preheating and interpass temperature are required for phosphor bronze at 150°~200° C, for
brass at 250°~300°C.

3. Do not use too much weaving. The bead should be kept within 3 times of core wire diameter.

4. Apply hot peening on every bead because the structure of deposit metal is rough in the as
welded condition. Hot peening is effective to improve mechanical properties.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)
P Mn Sn Fe Cu

015 0.01 8.0 0.10 Balance

TYPICAL MECHANICAL PROPERTIES OF WELD METAL

Tensile Strength Elongation
280 N/mm?
28.5 Kg/mm? 20% 100

SIZE AVAILABLE AND RECOMMENDED CURRENTS

Size Diameter 3.2 4.0
(mm) Length 350 * 350
Current Range (Amp) 100 ~ 130 120 ~ 160
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AT auNauvanl TIG-BRONZE-SI b AWS A5.7 ERCuSI-A
WELDMAXX

TIG-BRONZE-SI

Silicon Bronze Wire for TIG Welding

AfUALLR

=y a =y
TIG-BRONZE-SI luaranasmBasdddiunaua®aney Wlunssniunis@oy TIG (GTAW)

- Lo 1 JI' = L
FI"IH‘i'UI.%‘ﬂI.IF]‘EIH?EIT'EIQ'I‘IIUTFIH:"I"I'EIQI.'Hﬂ'Elw'.I H%‘EIT'E’IT"I:H'HI.IT.IEI-!‘I-"I‘EIJ WA WAZENET U0 I..'HEIJ..IFiEI Lﬂﬁﬂﬁ?m‘l‘l'ﬁﬂ

Lo .-a“r ] -
naafunaluamIanauniaals uanantdiann solfida uAnmanguianludls lurausdauspimugy
msuninszerasruiau ey lussAusn uazlidndudaeguivaunau

DESCRIPTION

TIG-BRONZE-SI is silicon bronze welding wire to be used in TIG (GTAW) welding process.

APPLICATIONS

For welded joints and surfacing welds on copper-zinc alloys and on low alloy cuprous metals.
Also used to weld base metals of steel and cast iron to copper, brass, and bronze. Maybe used
to weld on galvanized steel. When making joints in silicon bronze, the low thermal conductivity

must be taken into consideration. Preheating of the parent metal (silicon bronze) is not usually
necessary.

Typical chemical composition of weld metal(wt%)

Cu Si Sn Mn Fe Zn

>95 3 0.01 1 0.05 0.01

TYPICAL MECHANICAL PROPERTIES OF WELD METAL

Tensile Strength Elongation
560 N/mm? 40%

SIZE AVAILABLE AND RECOMMENDED CURRENTS(DC+)

Size (mm) Current (A) Argon Flow (LPM)
1.6 X 1000 70~150 15
24X1000 | 150~200 * 15
32X1000 230~400 | 20



ATRUNBANFDS TIG-BRONZE-AL 099 @s AWS A5.7ERCUAI-A2
TIG-BRONZE-AL WELDMAXX

For GTAW (T1G) of Aluminum-Bronze

ATy

GRIGHIT

11G-BRONZE-AL lumini@on GTAW (116) ngunaandas-agiilau farusalifnuldmainnane
ﬁam}unﬁuﬁﬁfammﬂam]i':na*uﬁ’:lna‘hunauﬁﬁmmummmn%ﬁﬂﬁﬁ wada Ll AlauautFnina
fififey amEay TIG-BRONZE-AL Hﬁm‘inlﬁﬂﬂﬂﬂzﬂfjumﬁﬂ. Tavzuannguindn wazlanzinnilsls
2"#iiu (MANHAR, IMANNAATUBUGILALAT, NBILAY, NBMARA uaz Tansuauvaund-Tnifia Wusu

1 i & » " i :
Fouwaniuii, Fauselanmmosinay, Fouse mumﬂgm Aun9ANTau ua Lr9iEa mjﬂ LTy EY
9 L uteunrudulsznaurasdauazluinde, fdety, Tudiuunde uazeunaniovialy

TIG-BRONZE-AL aluminum bronze is the most versatile GTAW (TIG) welding rod in this family
of alloys. It contains an additive to inhibit inter-granular stress corrosion cracking.

Weld deposits exhibit high mechanical properties; tensile strength, yield strength and hardness.
TIG-BRONZE-AL will weld and join many ferrous and nonferrous metals and combination of
dissimilar metals. These base metals include the more weldable grades of cast iron,

high and low carbon steels, copper, bronzes and copper-nickel alloys.

APPLICATIONS

Building up bearing surfaces, joining and fabricating copper alloys, overlaying for resistance to
corrosion and erosion and general maintenance and repair welding. Most common applications
include marine maintenance and repair welding of ship propellers, pump housings,

rigging jacks, piston heads, bearings and many overlay or surfacing applications.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

Fe Si Al Cu
0.98 0.012 9.28 Bal.

TYPICAL MECHANICAL PROPERTIES OF WELD METAL
Yield Point Tensile Strength Hardness Approx. Melting Temp.

(1547 U Yield Point) (w3951 1U Tensile Point) (FNULE) (grunpiivaauazang)

241 MPa 531 MPa 130-150 BHN 1040°C

SIZE

1.6 X 1000
2.4 X 1000

3.2 X 1000
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MIG-BRONZE-SI WELDMAXX AWS A5.7 ERCuSi-A
Silicon Bronze Wire for MIG Welding

-
famAltal MIG-BRONZE-SI

s -
E!'E'ﬂﬂ LUURYa4a7Imitadl

MIG-BRONZE-5| iluatanaamdnafifdnavredaney 1Wlunssuiunisdon MIG (GMAW)

mslenu

shws"’ufﬁnuﬁaﬁ‘%mmﬁ'u‘[aﬁmmmﬁ;arq wialanzuautamaun wardianunsndauramanyiaman
naafunaILAMTanaamdasls uﬂﬂﬂwﬂuﬂ:aﬂwmﬁ‘n'lﬁﬁauﬁﬂmﬁp'qun“a’:ﬂuﬂﬁ' lusuzdautaniungy
nsuninszannvasAudau Idagluredusn wazlisndudasguiviunday

CHARACTERISTICS

MIG-BRONZE-SI is silicon bronze welding wire to be used in MIG (GMAW) welding process.

APPLICATIONS

For welded joints and surfacing welds on copper-zinc alloys and on low alloy cuprous metals.
Also used to weld base metals of steel and cast iron to copper, brass, and bronze. Maybe used
to weld on galvanized steel. When making joints in silicon bronze, the low thermal conductivity
must be taken into consideration. Preheating of the parent metal (silicon bronze) is not usually

necessary.
CHEMICAL COMPOSITION OF WELD METAL(%)

Cu Mn Sn F
=95 3 1 0.01 0.05 0.01

@
@
o

RECOMMENDED PROCEDURES
Size (mm) Current (A) ArcVoltage (V)  Argon Flow (LPM)

0.8 X 10 kg. 130-~150 21~23 25

0.9 X 10 kg. 145-~-185 23~25 30

1.2 X 10 ka. 195~-215 26~28 30
.- T T A rem s,

MIG BRONZE-Si

RIS RS.T &@CaSA

m THE APPROVED
WELDING WIRES
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MIG-BRONZE-AL WELDMAXX AWS A5.7 ERCuAl-A2
For GMAW (MIG) of Aluminum-Bronze

H".lFtI.“!'.!I’EiH MIG-BRONZE-AL

e -
E'IWHHUFI'EI'EHE’]IFEL‘HEIH

MIG-BRONZE-AL ilumn®an GMAW (MIG) ngunaamdni-aglidey Aanunsolfnuldmainnans
fanlungui] iaaadoulsznaudodunaufidumunsnninids wideuildtauauiiniang
fifilay anmidoy MIG-BRONZE-AL aunsnidaylansndumdn, Tanzuannguindn uar Tanzsnaedlnld
anfildy dnvas, wdnndheifusuginassn, naswm, naandns, warlansuaunauas-inda dudy

M5 Ny

Fouranfouuds, Feurslansnaiunanay, @ausesiutipstumstanday wazmsfeutayuuriialy
gty sutenurudiulssnavrasFauatlunnie, dudety, Tudruunde, waziuwaniovialy

CHARACTERISTICS

MIG-BRONZE-AL aluminum bronze is the most versatile GMAW(MIG) welding rod in this
family of alloys. It contains an additive to inhibit inter-granular stress corrosion cracking.
Weld deposits exhibit high mechanical properties; tensile strength, yield strength and hardness.
MIG-BRONZE-AL will weld and join many ferrous and nonferrous metals and combinations
of high and low carbon steels, copper, bronzes and copper-nickel alloys.

APPLICATIONS

Building up bearing surfaces, joining and fabricating copper alloys, overlaying for resistance to
corrosion and erosion and general maintenance and repair welding. Most common applications
include marine maintenance and repair welding of ship propellers, pump housings, rigging jacks,

piston heads, bearings and many overlay or surfacing applications.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

0.98 0.012 9.28 Bal

TYPICAL MECHANICAL PROPERTIES OF WELD METAL

Yield Point Tensile Strength Hardness Approx Melting Temp.

(W54514 1U Yield Point) (U543 tu Tensile Point) (ATLLA) (prumgiinanuazae)

241 MPa 531 MPa 130-150 BHN 1040 *C

SIZE
0.8 X 10 kg.
0.9 X 10 kg.
1.2 X 10 kg.
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BRONZE-59 WELDMAXX AWS A5.8 RBCuZn-C
For Welding of Brass and Brazing of Copper, Steel and Cast lron

AR AUYIDINEY BRONZE-69

sy =
ATUALUAYRIAIALYaL

i 4 " o &
BRONZE-59 (Huaatl aunad waadlasunesn AlEsunszaunts@anufa @il dusas
HARAR grungivasuinaii 880 °C

msldnu

dmfunuRayluamensudmitanuteuting Admdaatunaundas, nawas, indnnda uatminnas

CHARACTERISTICS

BRONZE-59 is low-fuming bronze welding rod designed for strong and hard brass welding.
Fusing temperature is 880 “C.

APPLICATIONS

For modern high-speed production requirements and general repair of brass, copper, bronze,
steel and cast iron.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

Cu Fe Mn Si Sn Zn
59 0.8 0.07 0.09 0.91 Balance

SIZE
1.Ex1um 2,0X1000 2.5X1000 3.2X1000 4.0X1000 5.0X 1000



%00@@P»  AWS A58 RBCuzZn-C

BRONZE-59FC WELDMAXX
For Welding of Brass and Brazing of Copper, Steel and Cast lron

J oy ey
mAtauaglitioy Wi BRONZE-59FC

BRONZE-59FC (luaatlaunaarndasiudendndloszmesia Aldtunszuruns@ounia drunaunes
Wandluaaids u'ri*lI avinlinasvinaudafusasliuusdaudauysol Wausdeuildusuasinfiod
qaunginasuimani 890-910 °C

sy

wr b ] -3 13 -'J -'J i e -2 b = ‘IJ
ﬁﬁﬂﬁ*ﬂd"lﬂlﬁﬂﬂ‘luﬁ’mﬂﬂ'ﬁ'mﬁ ITI'I"T'S'EM""I‘L.I'E‘EILIU"I?-I VN2 NUN2IM[ 8], aJIUma, I.'I"I‘ﬁﬂﬂﬁ"'l UNLNG
[ ]
UAZMaNYaL

DESCRIPTION

BRONZE-59FC is low-fuming bronze welding rod coated with corrosive flux, designed for
strong and hard brass welding. The combination of filler metal and flux allows simple operating
and perfect bonding. Fusing temperature is 890-910 °C.

APPLICATIONS

For modern high-speed production requirements and general repair of brass, copper, bronze,
steel, nickel alloys and cast iron.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL(WT%)

Cu Fe Mn Si Sn Zn
59 0.8 0.07 0.09 0.91 Balance
SIZE

Size (mm) 1.6 X1000 | 2.0 X1000 25X1000 3.2X1000 4.0X 1000 5.0X 1000
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medauagiiiluuinih Ax-47 R S
AX-47 WELDMAXX AWS 5.10 E4047

Stick Electrodes for Aluminum and Aluminum Alloys

sy -
ANMFLUATAIRIALTDL

Ax-47 Jumadauagdidoududdnd Aldunauses si 12% dmiudeuseriosasfuBun
agildlay

CHARACTERISTICS

AX-47 is aluminum electrode with 12% Si and a special coating for joining and surfacing on
aluminum-silicon casting alloys with a Si-content up to 12% Si.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

Si Fe Al
12 <04 Bal.

TYPICAL MECHANICAL PROPERTY OF WELD METAL

Yield Strength Tensile Strength Blongation Meilting Range
(MPa) (MPa) (%e) (o)
a0 180 5 573-585 °C

SIZE AVAILABLE AND RECOMMENDED CURRENTS(DC+)

Size (mm) Welding Curment (A)
2.6 x 350 50-70
3.2 x 350 80-100
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WEeELIDMAXX AWS A5.10 ER4043

a'mﬁ'mu TIG/IMIG-4043
TIG/MIG-4043

Al-Si Aluminum Welding Wire

e -
ANAUUAYRIRIALY DL

| T1e-4043 uaz MIG-4043 L'ﬁuﬁﬁmLﬂauaaELﬂﬂuﬁiﬁi’umwﬁuuaaam warlflaruanuagideuinll
ﬂﬁshuuamaﬂaﬁzfagqam 2% H‘%‘a}ﬂuﬁﬁaﬂﬂﬁﬁunamaﬁﬁnauaqum 7% dunautasdidnauiiumny
anunsamsinatauiladey vansnfundaudmunusdanisuandn s Wuadndfimony

- o
Tanzilidanis: Al si5, Al Mg SI 0.5, Al SI0.8, Al Mg Si1, Al Zn Mg, Al Cu Mg

CHARACTERISTICS

TIG-4043 and MIG-4043 are among the most widely used welding and brazing alloys and can
be classified as a general purpose filler alloy. Used to weld alloys with maximum of 2% alloying
elements and for castings containing up to 7%35i. The silicon additions result in improved fluidity

(wetting action) to make the alloy a preferred choice by welders. The alloy is not sensitive to
weld cracking and produces bright and almost smut free welds.

Materials to be welded: Al Si5, Al Mg Si 0.5, Al Si0.8, Al Mg Si1, Al Zn Mg, Al Cu Mg

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

Typical Weld Metal Composition (%)
o

Si Mn Cr Cu T Zn

TIG-4043
; ; 40 N/mm? 190 N/fmm?2 = 8
o 50 <005 <0.05 <005 <0.15 <010 <0.06 %

SIZE (TIG)
1.51{100[] 20X 1000 2.4X1000 3.2X1000 | 4.0X 1000

SIZE (MIG)

DT 08x7kg. | 09X7kg. | 1.2X7kg. | 1.6X7kg
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mm"ﬂﬂua@mﬁﬂuuﬁﬂ AL-43FC R S
AL-43FC WELDMAXX AWS 5.10 ER4043

Aluminum-silicon welding rod filled with comosive flux for gas welding

ws -
ATUELURYBIaIALTDL

AL-43FC Lﬂuﬂ'TL'{‘a uagiiile u-%ﬁﬂau Iddnddmivdandnufla dunsmamdndlumadaute
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CHARACTERISTICS

AL-43FC is aluminum silicon welding rod filled with corrosive flux. The combination of filler
metal and flux allows simple operating and perfect bonding. The welding deposit is free of
cracks and pores. Wash weld seam after completion.

APPLICATIONS

Welded joints and surfacing on aluminum and aluminum alloys like Al-Si 5, Al-Mg-Si 0.5, Al-Mg
-Si 0.8, Al-Mg-Si 1, Al alloys with less than 2% alloying elements, and Al cast alloys up to 7% Si.
Suitable for tank constructions, aluminum constructions, street metalwork and automobile industry.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

4.5-5.5 <04 Bal.

TYPICAL MECHANICAL PROPERTY OF WELD METAL

Elongation Limit (0.2%)
120 8 > 40 N/ mm? 573-625°C
PACKAGING
Diameter Length Weight
(mm) (mm) (k)

3.0 X 800 820 1




MAEay TIG/MIG-5356 Y 7 S
TIG/MIG-5356 WELDMAXX AWS A5.10 ER5356

Al-Mg Aluminum Welding Wire

ase -
ANAUTRYAIAIATEAY

116-5356 UAT MIS-5356 lﬂﬂﬂ"ﬂtﬂﬂuﬂ'ﬂﬂl.ﬂtlHﬁiﬁﬁﬂLlil'ﬂﬂl.ﬂtlH‘ﬂﬂﬁ‘muﬁuﬂmuuﬂﬂﬁﬂuﬂdﬁﬁ 5%
'_Il.lﬁl.um‘ilauﬂﬁﬂﬁuuiauﬂzuﬂﬁ:aa dladauagiiile @i s000 shuamiday T1I6-5356 uat MIG-5356
fgunnliszunu 660C axtlaarfunsumndni LA

Tamzil@ould: Al Mg3, Al Mg, Al Mg Mn, Al Zn Mg, Al Mg Si Cu, Al Mg Si0.7

CHARACTERISTICS

TIG-5356 and MIG-5356 are used to weld aluminum magnesium base metal alloys with

a maximum of 5% Mag. It has relatively high shear strength. The 5XXX alloy base metal, welded
with TIG-5356 or MIG5356, with a weld pool chemistry greater than 3% Mg and service
temperatures in excess of 65°C are susceptible to stress corrosion cracking.

Materials to be welded: Al Mg3, Al Mg5, Al Mg Mn, Al Zn Mg1, Al Mg1 Si Cu, Al Mg Si0.7

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

TIGIE 156 <025 015 013 50 011 <010 <040 110Nmm® 240 N/mm?  17%
M L : . : .

SIZE (TIG)
1.ax1nun 2.0X1000 | 2.4 X 1000 3.2X1000 4.0X 1000

SIZE (MIG)

u.ax?lcg. 09X7kg 1.2X7kg. 1.6X7kg.
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HARDFACING HX-850 WELDMAXX
For Heavy Soil Abrasion

— -
ATALUAYRIaIALTa L
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DESCRIPTION

HX-850 is a lime titania type electrode, the deposited metal contains C and Cr as principal
elements. It has extremely high hardness caused by precipitation of coarse chrome carbide. It is
most suitable for overlaying of parts subjected to heavy soil abrasion but also in corrosive
environment and elevated temperatures.

APPLICATIONS

For surfacing of feeder screws, crushers, earth-moving
machines, pump impeller, worn parts on farm equipment an
forestry tools.

INSTRUCTIONS FOR WELDING

1. Dry the electrodes at 150° ~ 200° C for 30 ~ 60 minutes before use.

2. Choose the welding current within the suitable welding current range.

3. Preheat at 200°C and over. Post heat at 550° ~ 600°C after welding and cool gradually to
avoid cracking, if possible.

4. Underlay with austenitic stainless electrodes (E307) to avoid cracking in the case of multi layer
welding of 13% manganese steel or hardenable steel.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

C Si S P Mu Cr
4.26 0.47 0.015 0.020 1.28 45.64
HARDNESS OF WELD METAL
Vickers
WELDING CONDITION (HV)
i Preheating-Interpass 150°C | 740 ~ 940 _ 62 ~ 68
Preheating-Interpass 300°C 700 ~ 820 60 ~ 65
SIZE AVAILABLE AND RECOMMENDED CURRENTS

Size Diameter 3.2 4.0 5.0
(mm) Length 350 _ 400 _ 400
Current Range (Amp) 110 ~ 160 170 ~ 220 190 ~ 260
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TIG-60H WELDMAXX DIN 8555 MSG 6-GZ-60-S
Copper coated TIG wire for highly wear resistant surfacings
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CHARACTERISTICS

TIG-60H is universally applicable for TIG buildups on structural parts subject to high impact
and medium abrasion. Main applications are found in quarries, crushing plants, mines, steel
works, cement works, as well as cutting tools and dies in the car indudry. Despite the high
hardness, the deposit is very tough, crack resistant and has an excallent cutting behaviour.
Machining by grinding is possible.

Welding instruction: Grind the welding area to metallic bright. Generally only tool steels have to
be preheated to 450°C

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

C Si Mn Cr
0.5 3 0.5 9.5

HARDNESS OF PURE WELD DEPOSIT

54-60 HRC (untreated)

53 HRC (1 layer on non-alloyed steel)
62 HRC (hardened 1000 C/oil)
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AG Brazing Alloys are active and fluid alloys which can flow over a larger area. Smaller fillets

will be formed and the alloy usually has a small melting range. Higher silver contents will result in

a flow easier to be controlled by the operator. Generally, higher silver alloys can bear more
overheating and extended heating cycles, and the joints produced have better ductility.

Model

P
AGP007 | BCuP2 | 705 @ 805 | 805 - 93 - - | - |7
AG-002 BCUP6 | 645 | 740 81 (2 91 - - - 8
AG-005 BCuP3 | 640 | 805 | 82 |5 | 8| -| - |- | 6
AG-151 BCuPS | 645 | 770 | 84 |15 | 80| - | - | - | 5
AG-251 BAG-27 | 620 745 88 |25 35 27 13 - | -
AG-351 BAG2 | 605 | 700 92 |35 2 21 18 - | -
AG-401 - 620 650 @ 93 (40 17 17 26 - | -
AG-502 BAg7 | 620 650 95 |56 22 17 58y - | -

MAIN USE : REFRIGERATOR. ELECTRIC MACHINE, BRASS ALLOY AND OTHERS.

Use
0% silver, better the filleting of the alloy along the joint boundaries; reducing the

AG-P007 alloy flow on the work surface
Tifaunsuyaaiuses mmf‘lﬂﬂwmﬂmﬂauuumnu (44 m:ﬁumilﬁﬂ UaLan
- 2% silver, flow is extensive; used well on fitted joints
fdrunauenaliu 2% vidldmslnadtu imnzfuuun@auserly
AG-005 &% silver, used as an alternate temperafure depressant ,
Tdunauwaaliu 5% ldansalfununsdifoimsgunglivaauinaish
Lower soldering temperature & most versatile; more widely used on various type
AG-151 of work among copper P alloy
goungInaumasm 3l uﬂﬂﬂumﬂﬂam
With higher content of zinc and cadmium, need more attention during the
AG-251
soldering
shudaunauiiguasdinsduatuaniioy vildFaddladumsitaudufee
AG-351 Ellghﬂrtharmld?ng.tn:npamfma Erg rapld heating
punginaauvanguantas wasfausau
Melting range between 620-650C; but just need 40% silver
AG—d-n‘I - 1 1 1ﬂ -uFl_.I- ' a o
QNHQMHE‘EMLH‘H']'E‘:HTN 620-660 C UmrEtu aamsiladt "l.lﬂld"l.l‘ﬁ-l']
Te minimize stress corrosien cracking on nickel-bass allloys at low temperature on i,
AG-502 . 2
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BCuP group is mainly used in refrigerators, electric machines, brass alloys. BAg group is
mainly used in spectacle frames, tools, construction materials, heterogonous metals, steel
exchangers, cold and warm air conditioners, precision instruments, etc.
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Tungsten Electrode TG Series WELDMAXX

AL AL IALAU TG Series
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Thorlated Tungsten Electrode
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Pure Tungsten Electrode o :
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Ceriated Tungsten Electrode
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TUNGSTEN ELECTRODE COMPOSITION
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TG-W - - <0.20 99.8 \HIEIT
TG-WT20 ThO, 1.70-2.20 <0.20 Remainder WA
TG-WZr8 Zr0, 0.70-0.90 <0.20 Remainder L/lals ISO 6848
AWS A5.12
TG-WL15 La O, 1.40-1.60 =0.20 Remainder N EN 26848
TG-WC20 CeO 1.80-2.20 <020 Remainder "
TG-WY20 YO2 1.80-2.20 <0.20 Remainder ¥
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GOUGING ELECTRODE CFT WELDMAXX
For gouging of all metals |
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DESCRIPTION

CFT is a gouging electrode, designed to produce a beautiful and clean gouged surface for all
metals. It contains no graphite, there is nothing to worry about graphite residues in the gouged
surface. The coating has good heat resistance; the electrodes can be used with high welding
current to produce high energy arc, high speed and efficient gouge.

APPLICATIONS

For gouging of unwanted section of cast iron, stainless steel, hard surfacing, non-ferrous
metals which are difficult to be grounded with abrasive stone. Preparing joints to be welded, back
shipping and removing defects.

INSTRUCTIONS FOR OPERATION

1.Choose the welding current within the suitable welding current range.
Interblending carbon to the deposited metal.

2. Do not preheat the gouging rod with excessive temperature (max 50°C for 30 minutes), this is
to maintain the moisture level in the coating in order to get deep penetration characteristics.

3. Strike the arc by angle less than 30° from base metal and then proceed forward by pressing
firmly on the metal.

4, If the deep groove is necessary, it is better to repeat gouging operation several times with
shallow groove.

TYPICAL GOUGING CAPACITY
Welding Position Flat Vertical Horizontal
Diameter x Length (mm) 3.2 x 350 3.2 x 350 3.2 x 350
Welding Gunﬂnt_ﬂﬁ] | 180 | 180 _ 180
Gouging Length Per Rod (mm) 410 330 210
Per Rod | Gouging Time (sec) . 5 | 48 . 52.5
Gouging Speed (mm/min.) 470 410 590
| Gouging Width x Depth (mm) | 7.0x 25 | 7.0x 3.5 _ 6.8 x 3.0
Gouging Length (m) 11.5 9.3 14.3
Per Kg ' : : '
Gouging Time (min) 24.0 225 24.5

RECOMMENDED CURRENTS (AC or DCEP or DCEN)
Size Diameter (mm) 3.2 4.0 5.0
(mm) Length (mm) 350 400 400
Current Range (A) 160 - 200 230 - 270 290 - 330
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Gouging Carbon GC WEeELDMAXX
DC Copper-coated Pointed Electrode
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A standard all purpose gouging electrode. Controlled copper coating improves conductivity
providing more efficient, cooler operation and helps maintain electrode diameter at the point of
the arc. Most widely used because of its comparatively long electrode life, stable arc
characteristics and groove uniformity.

* Excellent arc stability

e Superior metal removal rate

* Cool operation

* Uniform diameter

* Clean machine-like grooves or cuts

(Dia x Length)
Model . Current Range (A) Regular Apply
(mm) (inch)
GC-B504 = 4x305 @ 5/32x12 150-~200
GC-B506 6x305 | 15/64x12 300~350
GC-B506.5 6.5x305 1/4x12 320~370 For ﬂ::dgL"'g ﬂ‘:l‘;“‘“ﬂ
GC-B508 ~ Bx305 @ 5/16x12 400~450
GC-B509 = 9x305 23/64x 12 450~500
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