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Company profile

R

® Enterprise Spirit &%

Consist of Ambition, Innovation and Execution in the core spirits the company has
positively researched and implemented within their hi-quality-belief attitudes in
the whole processes. Go through the 40s-year experience in the production and
development the company has met the industries and demands in the international
standards, that of being approved and certified. Offering the best products and service
has never ever changed in Sorex as an eternal target it follows.

BIRIEMERR TEEO ~BliES ~ B1TH) NEEEE > BIRASRMRER « 8IS -
BRAITHIIERRE - B8 40 ZERMMAFEEN RS > HERHS L > 28R
EmiSh > AMAEPRERTENEDERS

Management Concept &=

Insist in diligent, practical and excellent quality management. Sorex concerns on every
products process and practical company policy to meet customer demand. To meet
customer expect is our major principle. We expect to provide high quality products,
reasonable price and professional service in the market.

<y TH5meE - XA - fsaE) NEEET  SREREERZEERRE »
BRAFIESEER WERSERER > T NBHE R JaiksiEERa
HAI R m K » RIHtHISemE - SEEREBERBNEHUEM °

Enterprise Spirit IRt {x:E

SOREX Welding is aware of environmental-protection. Between natural and human
culture relationship we also care about individual eco protect policy. We devoted
ourselves to the enviormental friendly process and invest equipments for waste
water and dust collection system. SOREX as the 1st ISO 14001 and OHSAS 18001
certificated and now 1SO45001 certificated in 2018 of Taiwan welding manufacture.
Through this process, we also maintain green area near by 11,600 m2.

BiREM > EEERRERBREEPERTE > HEARBRE ARG > RIRRE
BEYIAKE R MERNREEERE ~ T/KEERN © 2016 £/ A E XRiBIA ohsas
18001 sPEERVERMRIEHE » 2018 F1EATEIRA 1S045001 5355 » L [FIFRFETRF 1SO 14001
LHMIERAIE - EREARRGIT 3500 R4 » BIRBRKEESHFOE °

Enterprise Spirit sEH®

Professional Quality, Staff Participation, Customer Satisfaction and Continuous
Improvement are principles. Our R&D team in Sorex is comprised of the relevant majors
in material and chemical experts and engineers of mechanical, automation, chemistry
and materials. They were research and development for high-end products development
to meet customer’s demand. In order to meet the target and beyond international
standard, those quality control principle were based on ISO 9001 quality management
system and world shipping classification society.

N TEXRE - 2E828 - TARE - FENSE) #XH > EXRREIE - EBEHEE
maff S EER > LU BEASMEM ~ B - E2 - MEFEXBEIAS > ETemEEMH
& MRHEE PR BERAERER > L&E SO 9001 REEEAR  KtREEH
BRin ErNERE  (FRAEELERBENERRA » YRS EBHARMBIIRRE A
EER

Applications for Market segments
7 nnff& AR <RI
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4§y Energy/ power plant Steel structure

RET X

Manufacturing

ERRSAER RAE

Car manufacturing. Green energy
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Offshore structure
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Shipbuilding

We provide welding wire and electrode with low fume, applicable to Zinc primer steel, crack resistance, with
superior ductile performance at low temperature impact strength. Approvals available are ABS, BV, CCS, CR,
DNV-GL, KR, LR, NK, RINA could meet various requirements of welding different vessels.

RMEEET « MEPNER - MERE  EEIMEREMBRRKRE » WiBBZ K MRETE (ABS » BV » CCS»
CR > DNV-GL > KR » LR » NK > RINA) ZXREVEEA > LURE SIEMASAEREIRR 2 ZK

Welding electrodes recommended #i#is#7 :

SL-58 ~ SLH-58 ~ §S-308L ~ SS-309L ~ SS-316L ~ SFC-71 ~ SFC-71) ~ SFC-75 ~ SFC-70C ~ SFC-308L ~ SFC-
309L ~ SFC-309Mol ~ SFC-316L ~ SFC-317L ~ SFC-2209 » SMG-6 ~ SF-65*SW-M12K ~ SF-66*SW-M12K

. . ‘%:)L
b Ul d [ 9 Features a5t : pitils

Reference ITi2E4& (Zf) :

Project name #7172 Products adopted ZmfEMA

CSSC-Yang Ming Marine Transport Corp.
14000TEU container ship SFC-71
&t - PR 81E 14000TEU E1ESR

CSSC-Semi Submersible working vessel

&t - MR AN TR SFC-71

L&T MFF- Cluster 8 project SFC-71

Energy/ power plant

SEJREEEE

Features a5 :

Low diffusible hydrogen composition, low impurity, high temperature crack resistance, anti-high temperature

creep for different type of power plants applications.

RHEEEZE  BHEIE  MSABRIE M REEANRRKER » Line SR BMERZFEMH -
For Power Plant (coal, heavy oil, Natural Gas) w3 Em (#1E & B3k & KRR )
Welding electrodes recommended #&##7 :

SR-88B2 ~ SR-98B3 + SR-86B6 ~ SR-86B8 ~ SR-Q6BY ~ SW-88W2 ~ SS-308H ~ SS-310  SS-309Mol ~
SS-317L ~ SS-410NM ~ SFC-81B2 ~ SFC-21B3 ~ SFC-81W2 ~ SFC-309Mol ~ SFC-317L ~ SFC-410NM ~
STG-80B2 ~ STG-90B3 ~ STG-80B6 ~ STG-90BY ~ STG-410NM

For Nuclear Power Plant ##:3%R Welding electrodes recommended #7247
SL-58 ~ SR-88B2 ~ SS-308L ~ SS-316L ~ STG-52 ~ STG-308L ~ STG-316L

Reference Tizmi (=6)) :

Project name 1% /1 72 Products adopted Zm /A
Taiwan Power Company-Linkou Thermal Power plant expansion SL-50~SS-308L*SFC-71-SFC-81W2:SFC-308L*
plan, Main Generator Turnkey project SFC-309Mol~SFC-316L*STG-50~STG-52~
BEMOEMEEG =X EBRRETE STG-308-STG-316~STG-276~STG-625
Thong Siau Plant &5 B SW-88W2+SFC-81W2

Main Generator Turnkey Project & Pressure Vessel Project
AMEMEMBGEETE Dalin Power Plant expansion SFC-71-SMG-8SF-65*SW-M12K
FEERAETE & RESEHMETRE

Xingda Power Plant-Coal unloading system improvement Project

A
iy

17 AN RETRER A o 5t SFC7INSFC309L
- Xingda Power Plant-Boiler No. 1, 2 improvement & SCR Implant
Project SW-78W1

BiE— | T REEE MR E R RIEE R B AR AT




Heavy Equipment%

T
Features 245 :

High deposition rate, high current, good crack resistance, and good weldability electrodes and wires are
available to meet demands of big heavy equipment welding.

RESEIENE « KEMEFE - MERME « BIEEEENRRKER  LUnEREEMREBERRZER -

Welding electrodes recommended #i@s#7 :
SL-58  SLH-58 * SL56 ~ SL:60 » SFC70C » SFC71 ~ SFCBINiT ~ SFC8INi2 * SMG-8 » SMG-60

Automotive (car fra me)$

Features a4 :

We provide solid wires and metal cored wires with good weldability, low spatters, high efficient for car frame
joining such as exhaust pipe & car silencer welding.

REXGEER - @R SEENZXZEVEBESBERIFG > LURBAEERERE  AHERAR  REH
HRFEEIER -

Welding electrodes recommended #iissis :
SFC-71M * SFC-409Ti ~ SFC-409Ch » SFC-439Ti » SMG-6 + SMG-439Ti



Steel Structure

il

Features ot :
To provide high deposition efficiency, porosity resistance, crack resistance and excellent weldability welding
consumobles Sorex made electrodes is widely adopted at steel bridges and structures worldwide.

RESAENX ~ MR~ MERM ?i}*’léfﬁﬁﬁﬁﬁﬂ%&f 43 > FEE RSNV EAS AR R A RS AP AR
?ﬁfﬂﬁi@ﬁm%@}*fﬂﬁ HEBREMNERES

Welding electrodes recommended WSS :

SM-03 ~ SM-13 » SM-10 ~ SL-50 ~ SL-56 ~ SL-60 ~ SN-98G ~ SW-78WT ~ SW-88W2 ~ SFC-71 ~ SFC-70C ~
SFC-81NTi ~ SFC-81W2 ~» SFC-91Ni2 » SMG-8 » SMG-60 ~ SF-65*SW-M12K ~ SF-75*SW-M12K ~ SF-68*SW-60G »
SF-78*SW-60G ~ SFC-721 ~ SF-60*SWE-60G

TI2E4E ( 325 )Reference :

Project name #7172 Products adopted Zm A
Farglory group- The One (O1) building project constructed by CSSC. SFC-71-SFC-81Ni1:SF-65*SW-M12K~
=1 The One (O1) Sfl#EHEAIE ( PEH4EHE ) SF-68*SW-60G
CYSCO-Kaohsiung Library SiEEIE42EE ( FR0E ) SFC-71-SFC-81Nil
Huanhei Expressway Taipei Urban-Taipei County side Sluice road to
Hugjiang Bridge project by CSSC SFC71
ST RIFTREER QIR ARERE —EHtEONEETERTRE
( FPEEsEAE )

Taichung City Government New Building project by JHO

ARBHHBE RO BERA SRS ( S5 ) SFC-8TNiT

T Arprt MR by 55 Cr5c0 B
PREIIBBISMEE ( 3B, R ) e

Far Eastern Memorial Hospital Phase 2 project by Tung Ho Steel

Enterprise Corp. SL-50D
DRASEBIRE ZRERETR ( RilEE )

Taipei Xinzhuang Fuduxin- Central office building by Tung Ho Steel SL.50D~SFC.71SFC-70C~

Enterprise Corp. 65*SW- <SF-68* SW-
E AR SR A B A AT | R4 Srros SWMIzICSTes e

National Road No. 1 Wugu to Yangmei section steel structure bridge
expansion by Evergreen Steel Corp. SFC-71~SFC-70C~SF-65*SW-M12K
BE—SE AR *ﬁhﬁﬁﬁﬁlkﬁitﬁﬁ*’” ( FRe<ims )

NPAC-Weiwuying Kaohsiung by CYSCO
SRR EX BN OTEERE ( FRITE )

Kaohsiung Exhibition Center by Evergreen Steel Corp. .
Bt ERORETIE (R4 ) SFC71SFe70¢

Taipei Performing Arts Center by CAMPI
SAEMROFETIE (3ERIE)

Taozhu building by Evergreen Steel Corp. FERIEEHTETZ ( REEHHHE ) SL-50DSL-60~SFC-71~SFC-81Ni1~SFC-110

SFC-71

SFC-71

Southern Branch of the National Palace Museum by Evergreen Steel
Corp. SL-50D~SFC-71
=Rl E ( REHHHE )

Ocean Engineering

/éEI;FBE

Features 2@t :
Superior Anti-Hygroscopicity, low diffusible hydrogen composition, excellent impact strength at low temperature,
superior crack resistance and wind resistance with good weldability good for offshore structure and drill tower
frame welding.

REMKENE - BE22 « MEFRMAEER - SsMERY - HIAMR « RIZEUEENEFEBYAEM > LURE
VERIEIRIRIR B o

Welding electrodes recommended #i&i##7 :
SLH-58 + SN98G ~ SL118M ~ SFC71J ~ SFCOTNi2 » SFC-110

Ocean Engih'eering




Green Energy

RBE

Greeﬂ Eﬂergy Features z2#e

To provide low hydrogen composition, high deposition efficiency and great ductility performance at low
temperature is our main purpose of design. ABS, BV, CCS, CR, DNV-GL, KR, LR, NK, RINA shipping class
certified and CPR-CE mark approved welding consumables can meet the requirement of structure specification
stand for the sea wind and circulation.

RHEES S8 - SAEYEE « MRFIMERVIBRRIFE > WiBiB % KM RD58 (ABS > BV > CCS > CR > DNV-GL
KR > LR » NK > RINA) £2 CPR-CE MARK 5355898741 » LU ~ FMERAE R BEEY A 2884 -

Welding electrodes recommended #i#is#7 :
SL-58 ~ SLH-58 ~ SS-309L ~» SFC-71 ~ SFC-71) ~ SFC-71M ~ SFC-81Ni1 ~ SFC-309L ~ SFC-81M
SFC-81K2 ~ SF-65*SW-M12K ~ SF-66* SW-H12K ~ SF-66*SW-60G ~ SMG-60N ~ SMG-60

Manufacturing

BUET

Features @it :
Our welding consumables designed for anti-high temperature oxidation, Corrosion resistance, and providing
good ductility and impact strength to meet requirement of food machinery, pressure vessel, and industrial
equipment.

REMERRE - MERM - 58E - SERIEMRFKEE  LURER ML « SBIEEENSE - TEBARE
FEZFR o

Welding electrodes recommended ##=# :
SL-50 ~ SLI-58 ~ SR-88B2 ~ SR-98B3 ~ SN-88C1 ~ SN-88C2 ~ SN-88C3 ~ §S-308L ~ SS-309L ~ SS-316L »
$5-310 SFC-71 » SFC-81B2 ~ SFC-91B3 » SFC-8TNi2 ~ SFC-81K2 » STG-50 » STG-80B2 * STG-90B3 »
STG-308L » STG-309L * STG-316L * STG-310 ~ SMG-8 * SMG-308L  SMG-309L  SMG-316L »
SMG-310 » SFC-2209 ~ SFC-2594




Pipeline

JE

Features a4

We design welding consumables providing low P & S composition, low diffusible hydrogen content, high impact

values, low spatters, high penetrations, good wind resistance, good weldability shelf-shield tubular wires for low

temperature pipe welding. Especially suits for low temperature piping grade APl X70, X80 of LNG pipe line

choices.

REPES ~ BEZE - SEEMAE ERE BER IAMR BREHEENTREEREAZBIRERR

R APl X70 (DR EAR A - API X80 (UREMAZIREAM > LURE ING X BEGIRREZHBNK -

Welding electrodes recommended #i#se#7 :
SC-10 ~ AFL-X70-O ~ AFR-X80-O

THR2E ( FfH )Reference :

Project name 1%/ T2 Products adopted ZmfEMA

CPC-Taichung Port LNG storage pipes project Phase 2 STG-308L
HRlh - BFREETHA LNG #iEEE

. - 5 S5y SFC-71-SL-50~STG-56SFC-308H

3 = A e St B 7

CPC-Linyuan Plant- 6th naphtha cracking 5778 - P& 5578 R AR R $5.309-55-310
China Petroleum Corp project—HA1E AFL-X70-O~AFR-X80-O
CPC corporation, Taiwan Rifining Business Division Dalin Plant D-HDS project N
&85k D-HDS Ti2 31650550
CPC corporation, Taiwan RFCC project N
&3 RFCC T2 STG-316L>5s-316L

CPC corporation, Taiwan Blflnlng Business Division Dalin Plant Sulfur Recovery STG-50-STG-309L-55-308
Unit 10th construction project

AR i T B e TR $5-3091-5TG-308

Maintenance

MEERE

Features za#e
Sorex design welding electrodes with high corrosion resistance, impact strength, abrasion resistance along with
hardness and alloy compositions for the applications of build ~up rollers, shovels, gears.
REBAN NS REREN - MEE - MEERY - SEERFHRE RN ZEEEMBEM > BANERSELEEM
SHESRM © EiRIRME  BIREM  REEM  BEERESSISS  LURRINER « 184615 « AORM - BmRERZ
RBEMBITK o

Welding electrodes recommended #i@i##7 :
SH-45 » SH-45R » SH-80 * SHBOR * SH90 * SHIOHS * SHYOHC * SHOOHN ~ SHMN ~ SFH-45G -
SFH-58G * SFH-58GM * SFH-59G ~ SFH61GM * SFH63G ~ SFH-67NMG * SFH61-0 » SFH67-0 ~
SFH70-0 ~ SFHMNG ~ SFH-225*SF-82 + SFH-425*SF-80 « SFH-535*SF-80

Ti2EHE ( 5l )Reference :

Project name 17/ T72 Products adopted ZE & fEA
CC roller rebuild by CSC Hifi/A Fl8REm 5 4 5248 SFH-42S*SF-80~SFH-22S *SF-82*SFH-53S*SF-80
CC roller rebuild by Dragon steel F5EA FIEREHFEE IR SFH-42S*SF-80

Maiffenance




Welding consumables

BEMEE

‘ s9|gpwNsuod 6u|p|aM

@

P Stainless Steel
BN i

Nickel-Alloy Steel

— @ oo
Stick Electrode RESEH

- . 3 T OE (1 ]
SR P Low-Alloy Steel
BEEH
DY For Cast Iron Welding
| a Hard-Facing Carbon
® e @ 5
Stainless Steel
A — @ :
E Self-Shielded A
2 ®
@, S Flux Cored Wire Y Low-Alloy Steel
n — e T P
gh @%ﬁ?é?? . GdS-Shielded {EEEIE%EJ
O : . P Hard-Facing
@ BEE
x
é _ e Nickel-Alloy Steel
5 Copper Coated
—@®
(] 257
) Carbon
3 —@® T3
z | a Non-Copper Coated
g PY Gas-Shielded | a Stainless Steel PRI
-2 wEH ® rsnim
o @ Copper Coated
P Solid Wire ® GTAW | @ Low-Alloy Steel | i
B4R FN BEEEE Non-Copper Coated
. T migR
SAW Flux PY Hard-Facing
BN SR M
_ e Nickel-Alloy Steel
PY Gas-Shielded BES
P Metal cored wire S GTAW
DB TAR N
SAW Flux
® uansen
PY Stainless Steel
Welding Strip Dl
@ .
R

® Nickel-Alloy Steel
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Stick Electrode #WEE
SMAW

For Mild Steel
BRI AR R

For Groove
FERWEERE

For 490N/mm? High Tensile Steel
490N/ mm?2 R 3R DK E BRI

FRIGEIRERE SPONHP3I JolS

For = 550N/mm? High Tensile Stee
= 550N/ mm2 4= R /7048 B

For Heat Resistant Steel
& & EMT AR B EIR K

For Low Temperature Service Steel
BEEMHERMKRE BRK

For Atmospheric Corrosion Resistant Steel
B & MR E BERF

For Stainless Steel
TR B BRI

For Cast Steel
IR B EARR

For Nickel Alloy Steel
RS T INE BRI

For Hardfacing Steel
R SR AR




Stick Electrode #HEE 2%

SMAW

Typical mechanical properties of weld metal Typical chemical composition of weld metal (wt%)

Brand Classification PSR — ) | |sztean— Application =
Y.P.(N/mm?) |T.5.(N/mm?) i i Others

i il

[] For Mild Steel #uilmmEEsis

SM-03 JIS Z3211 E4303 421 474 30 87(0°C) 0.082 039 |0.18 |- i i i For ships, bridges and general steel structures welding.

EN 1SO 2560-AE352RB 1 2 fufe EE B B R — AR SR AR

A EIRER SPOHP9|T AOUS

AWS A5.1 E6019 For vehicles, oil tanks,ships,vessels and other general steel structures
SM-10 EN I1SO 2-560-A E352RA12 424 467 27 62(-20°C) 0.070 |0.46 |0.11 |- - - - welding, plate thickness under 20mm, good X-ray soundness.
ANBE SANE BT hIE 2R E A 0 X-Ray MEBEE &4 20mm LU FAE

sC.10 AWS A5.1 E6010 425 495 28 70(-30°C ) 0.120 |0.48 |0.20 Use DC, suits for all position welding of pipes , oil tanks and boilers.

EN ISO 2560-AE383C21 EFVhiE RIESRE RS

SC-11 AWS A5.1 E6011 428 498 27 50(-30°C | 0.142 1026 023 |- i i i For all position welding of pipes , oil tanks and boilers.

EN ISO 2560-AE383C11 EFVRE RIEE AR E R

AWS A5.1 E6013 o For vehicles , steel and other light structures welding.
SM-13 EN I1SO 2560-AE380R 12 422 468 26 65(0°C) 0.058 1029 1020 |- ’ ' ) HE R TR

SM-26 JIS 23211 E4340 422 483 29 81(0°C) 0.060 035 |0.17 |- . - - g@’;ﬁ}%}?gges' buildings and general steel structures welding.

[] For Groove HimAmEEREE

For cutting, gouging and grooving stainless steel, cast iron, copper
SGCP - - - - - - - - - - - - and its alloys.
i A 2 A 5 A =yl L =P a == N = AN = e A =

[] For 490N/mm? High Tensile Steel 490N/mm? {3k a0 B2 {

High deposition efficiency 160%, suits for flat/ horizontal positional
SL-24 AWS A5.1 E7024 470 525 24 49(-20°C) 0.090 [0.75 |0.33 |- - - - welding.
BIBIEE 160% TR Rk TFHIEA

o Suits for thin to middle thickness plats at fillet welding.
SL-241 AWS A5.1 E7024 470 535 23 65(0°C) 0.080 0.52 |0.29 |- - - - BRI R 58 o
AWS A5.1 E7016 For 490N/mm? high tensile steels in ships, bridges, buildings, pressure
SL-50 EN ISO 2.560-A E423B12 496 564 30 168(-30°C) 0.080 [0.89 |0.26 |- - - - vessels and general steel structures welding.

490N/ mm? R =3RS R 5 o

AWS A5.1 E7048 o For shipbuilding, bridges and steel structures welding.
SL-50D EN 1SO 2560-AE 423 B 3 1 490 560 29 87(-30°C) 0.090 0.86 |0.27 |- - - - SR B BRI -

AWS A5.1 E7016 o For shipbuilding, bridges and steel structures welding.
SL-30R EN 1SO 2560-AE 42 3B 12 481 554 29 63(:30°C ) 0.060 072 027 |- - - - R B BEZ R o

AWS A5.1 E7028 o High deposition efficiency 140% , suits for gravity welding.
SL-56 EN ISO 2560-AE 422 B 5 4 S18 570 27 48(-20°C) 0.090 1.22 1021 - ] ] ] AIBHUE 140% TRk T A E 1 = f7eo

AWS A5.1 E7018 For 490N/mm? H.T. steel of nuclear power station , petroleum chemi-
SL-58 EN ISO 2560-A E 42 3 B 3 2 518 604 28 156(-30°C ) 0.070 |1.38 |0.47 |- - - - cal plants and heavy steel structures welding.

490N/mm? =R ZAE BRI B b2 TS

2 . . o
SL-58M AWS A5.1 E7018M 472 540 30 168(-30°C ) 0.070 |120 lo23 |- i i i For 490N/mm? H.T. steel welding , excellent impact value at -30°C .

EN ISO 2560-AE423 B3 2 490N/ mm? =R D05 - (R E R4S

AWS A5.1 E7018-1 H4 o For 490N/mm? H.T. steel welding , excellent impact value at -45°C .
SLH-58 EN ISO 2560-AE 46 4B 3 2 H5 525 383 29 102(-45°C) 0.062 1125 1049 - ’ ’ ) 490N/mm? =3RS ERERIEAEE-
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Stick Electrode #HEE 2%

SMAW

Brand Classification
e AR

Typical mechanical properties of weld metal

I E —

Y.P.(N/mm?) |T.5.(N/mm?)

] For = 550N/mm2 High Tensile Stee = 550N/mm’ &3k iR E (%

AWS A5.5 E8016-G

SL60 EN 1SO 2560-AE46 3B 32
SL-63 AWS A5.5 E8013-G
SL.80 AWS A5.5 E9016-G
) ENISO 18275-AE553 B 12
AWS A5.5 E10018-M
SL108M EN ISO 18275-A E 62 5 2NiMo B 3 2
SL118M AWS A5.5E11018-M
EN ISO 18275-A E 69 5 Mn2NiCrMo B 3 2
SL110 AWS A5.5E11016-G
EN I1SO 18275-A E 69 2 Mn2NiMo B 1 2
SL.120 AWS A5.5 E12016-G

EN ISO 18275-AE 79 2 Mn2NiMo B 1 2
[ ] For Heat Resistant Steel E&&mizmimEEE %

AWS A5.5 E7010-A1

SC-70A1 ISO 3580-A E Mo B 2 2
SR76A1 150 3580.A £ Mo 8 1 2
SR78AT 150 35804 £ Mo 8 3 2
k8682 150 3580.A £ CrMo1 B.12
R.8882 150 3580.A E CrMo1 B3 2
$R.9683 150 35804 E CrMo2 8 1 2
SR-98B3 @gss?ibs./f ?c]ri;\?z B32
SR-86B6 g\gssggbif 8Eoc]r(;\;\2>65 B12
SR-86B8 g\gi&?gbs.: 8Eoc]3\;\i% B12
SR-591 AWS A5.5 E9015-B91
SR-592 AWS A5.5 E9015-892

539 637
482 570
590 705
638 725
695 785
682 800
792 910

SRBHEIE (PWHT)620°C X
510 570
2B RIS (PWHT)620°C X
505 582
SRBHGEIRE (PWHT)620°C X
488 580
FRBIRRIE (PWHT)690°C X
532 626
SR HEETE (PWHT)690°C X
590 670
FFBIARRIE (PWHT)690°C X
605 722
SRBHETE (PWHT)690°C X
629 692
2B HGETE (PWHT)740°C X
540 630
SRBHGEIE (PWHT)740°C X
560 670

Thr

Thr

Thr

Thr

Thr

Thr

Thr

Thr

Thr

2B HERIE (PWHT)760°C X 2hr

610 730

IRBIEEIE (PWHT)760°C X 2hr

636 731

29

22

24

22

23

23

23

27

32

31

26

26

25

25

22

24

20

21

108(-30°C )

46(-20°C)

78(-30°C)

60(-51°C)

58(-51°C)

80(-20°C)

72(-20°C)

Typical chemical composition of weld metal (wt%)

- IBEAE2 D —Bl

0.081

0.080

0.110

0.060

0.070

0.080

0.080

0.093

0.068

0.082

0.070

0.080

0.070

0.070

0.080

0.080

0.092

0.099

1.27

0.62

1.65

0.41

0.55

0.80

0.51

0.59

0.52

0.49

0.55

0.53

0.70

0.60

0.39

0.32

0.43

0.25

0.23

0.25

0.67

0.23

0.57

0.52

0.33

0.28

0.31

0.26

0.30

0.29

0.24

0.20

0.77

1.98

1.92

2.2

2.45

0.48

0.50

0.32

0.18

1.29

2.40

2.40

5.58

9.88

9.00

9.28

0.26

0.35

0.43

0.50

0.58

0.55

0.54

0.55

0.52

0.54

1.07

1.06

0.57

1.05

1.05

0.49

Others

Cu:0.32

v:0.22
Nb:0.04
N:0.03
W:1.77
v:0.21
Nb:0.05
N:0.04

Application +zfER

For 550N/mm? H.T. steel welding , excellent impact value at -30°C .
550N/mm? fE RS (R EE MRS

For 550N/mm? H.T. steel welding.
550N/mm? SRR A%

RIREARERE SPOHC3|T PPUS

For 620N/mm? H.T. steel welding , excellent impact value at-30°C .
620N/ mm? SRR NS (HRE R4S

For 690N/mm? H.T. steel welding , excellent impact value at -50°C .
690N/ mm? fRimsR NS (ERE R4 AEE-

For 780N/mm? H.T. steel welding , excellent impact value at -50°C .
780N/mm? {RESRNH0E (KR E R AR

For 7Z80N/mm? H.T. steel of welding.
780N/mm? R =R /A%

For 830N/mm? H.T. steel of welding.
830N/mm? BRI

For high pressure pipeline, oil tanks and boilers.

SEER HE BES S

For C-Mo steels welding.

SHIMA-

For C-Mo steels welding.

SRIMA-

For 1.25%Cr-0.5%Mo low alloy steels welding.
500°C=i2 MEARZ 1.25Cr-0.5Mo

For 1.25%Cr-0.5%Mo low alloy steels welding.
500°Ci=ni FMEMAZ 1.25Cr-0.5Mo il

For 2.25%Cr-1%Mo low alloy steels welding.
2.25Cr-1Mo #fie

For 2.25%Cr-1%Mo low alloy steels welding.
2.25Cr-1Mo ifil°

For 5%Cr-0.5%Mo low dalloy steels welding.
5%Cr-0.5%Mo #fi°

For 9%Cr-1%Mo low alloy steels welding.
9%Cr-1%Mo #f°

for 9%Cr-1%Mo-V-Nb (T91/P91) steels welding.
9%Cr-1%Mo-V-Nb (T91/P91) $Hi24E R

for 9%Cr-W-V-Nb (T92/P92) steels welding.
9%Cr-W-V-Nb (T92/P92) $l$21Z -
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Stick Electrode #HEE 2%

SMAW

Brand
e

Classification
AR

Typical mechanical properties of weld metal

IS — 151
Y.P.(N/mm?) |T.5.(N/mm?)

[] For Low Temperature Service Steel {E&®MEiR#HiEB= (s

SN-86C1

SN-88C1

SN-86C2

SN-88C2

SN-86C3

SN-88C3

SN-86G

SN-88G

SN-98G

AWS A5.5 E8016-C1
EN ISO 2560-A E 46 6 2NiB 1 2

AWS A5.5 E8018-C1
EN ISO 2560-A E 46 6 2Ni B 3 2

AWS A5.5 E8016-C2
EN ISO 2560-AE 46 6 3NiB 12

AWS A5.5 E8018-C2
EN ISO 2560-A E 46 6 3NiB 3 2

AWS A5.5 E8016-C3
EN ISO 2560-AE46 41NiB 12

AWS A5.5 E8018-C3
EN ISO 2560-AE 46 4 1NiB 3 2

AWS A5.5 E8016-G
EN ISO 2560-AE5052NiB 12

AWS A5.5 E8018-G
EN ISO 2560-AE 50 5 2Ni B 3 2

AWS A5.5 E9018-G

EN I1SO 18275-AE 55 4 Mn1NiMo B 3 2

RBEERIE (PWHT)610°C X 1hr
484 576
RBHERIE (PWHT)610°C X 1hr
480 580
RBEERIE (PWHT)610°C X 1hr
483 586

RBHERIE (PWHT)610°C X 1hr

470 570
514 598
480 560
510 579
536 596
584 730

[] For Atmospheric Corrosion Resistant Steel E&%ii{zifE Bk

SW-78W1

SW-88W2

22

AWS A5.5 E7018-W1

AWS A5.5 E8018-W2

517 582

562 616

32

33

31

32

28

29

28

28

26

30

28

64(-60°C )

61(-60°C)

86(-75°C)

81(-75°C)

95(-40°C)

106(-40°C )

110(-50°C)

125(-50°C)

57(-40°C)

150(-20°C )

143(-20°C)

Typical chemical composition of weld metal (wt%)

- IBEAE2 D —Bl

0.070

0.080

0.080

0.070

0.060

0.070

0.060

0.060

0.070

0.060

0.070

0.79

0.85

0.94

0.90

0.94

0.91

0.98

1.02

0.62

0.63

0.43

0.51

0.51

0.56

0.28

0.30

0.42

0.45

0.49

0.45

0.41

2.56

2.55

3.22

3.54

0.96

1.02

1.98

2.00

0.90

0.33

0.63

0.09

0.19

0.65

0.01

0.01

0.31

Others

Cu:0.46

Cu:0.55

Application +zfER

For low temperature application i.e. welding 2.5%Ni steels & Al-killed
steel.

R ARiaPi K 2.5%Ni i

For low temperature application i.e. welding 2.5%Ni steels & Al-killed
steel.

R APk 2.5%Ni i

For welding3.5%Ni steels of low temperature application & LPG stor-
age tank.
LPG FFIESERA 3.5%Ni fHRYiRHEE-

For welding3.5%Ni steels of low temperature application & LPG stor-
age tank.
LPG FFIESERA 3.5%Ni flRiRHEE-

For welding low hydrogen electrodes in low temperature applications
for Al-killed steel at minus 40 centigrade.
REARER 2R -40°CARF e

For welding low hydrogen electrodes in low temperature applications
for Al-killed steel at minus 40 centigrade.
REARER 2R -40°CAEF -

For LPG storage tank and Al-Killed steels for low temperature service.

LPG Frigsi{fR IR NMERNFREIIRE.

For LPG storage tank and Al-Killed steels for low temperature service.
LPG BTSRRI TNMERNSREMvEE.

For LPG storage tank and Al-Killed steels for low temperature service.

LPG ETiE SRR MERNEREMYREZ.

For 490N/mm? grade weathering steel welding.
FAR? 490N/ mm? fi{& 148 > $945 0

For 590N/mm? grade weathering steel welding.
At 590N/ mm? i {48~ $24%-

23
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Stick Electrode #HEE 2%

SMAW

Brand
e

Classification
AR

[ ] For Stainless Steel TEimmESE%

$5-307

$5-307HM

$5-308

$S5-308H

$5-308L

$S-308LT

$5-309

$S-309L

$5-309MolL

$S-309Nb

$S8-310

$§8-312

§S5-316

S$S-316L

SS-316LT

$S-317L

$5-318

$5-347

AWS A5.4 E307-16
ENISO 3581-AE18 9 Mn MoR 12

AWS A5.4 E308-16
ENISO 3581-AE199R 12

AWS A5.4 E308H-16
ENISO 3581-AE199R 12

AWS A5.4 E308L-16
ENISO 3581-AE199LR12

AWS A5.4 E308L-16
ENISO3581-AE199LR12

AWS A5.4 E309-16

AWS A5.4 E309L-16
ENISO 3581-AE23 12LR 12

AWS A5.4 E309LMo-16
ENISO3581-AE23122LR12

AWS A5.4 E309Nb-16

AWS A5.4 E310-16
ENISO 3581-AE2520R 12

AWS A5.4E312-16
ENISO 3581-AE299R 12

AWS A5.4E316-16
ENISO 3581-AE19122R 12

AWS A5.4 E316L-16
ENISO 3581-AE19122R 12

AWS A5.4 E316L-16
ENISO 3581-AE19122R 12

AWS A5.4 E317L-16

AWS A5.4E318-16
ENISO 3581-AE19123 NbR 12

AWS A5.4 E347-16
ENISO 3581-AE199NbR 12

Typical mechanical properties of weld metal

IS — 151
Y.P.(N/mm?) |T.5.(N/mm?)

- 610
- 615
- 591
- 594
- 585
- 575
- 615
- 608
- 661
- 638
- 594
- 813
- 558
- 551
- 562
- 597
- 589

- 643

42

42

40

39

41

41

37

36

36

34

36

28

38

39

41

39

39

37

33(-196°C)

33(-196°C)

Typical chemical composition of weld metal (wt%)

- IBEAE2 D —Bl

0.089

0.098

0.058

0.060

0.024

0.024

0.060

0.032

0.031

0.045

0.110

0.110

0.051

0.027

0.033

0.030

0.030

0.038

4.3

5.5

1.28

1.32

1.32

1.24

1.26

0.85

1.62

1.03

1.26

1.53

1.45

0.87

1.41

0.55

0.45

0.62

0.55

0.58

0.45

0.67

0.65

0.81

0.74

0.28

0.82

0.81

0.63

0.34

0.42

0.75

0.52

9.62

8.80

9.43

9.38

9.51

10.89

12.93

13.44

13.20

13.45

21.23

10.13

11.46

12.10

12.50

12.49

12.00

9.60

19.50

19.70

19.50

19.70

19.94

19.45

24.20

24.12

22.79

23.22

26.75

28.87

19.12

18.92

18.39

20.50

19.10

20.50

0.8

224

2.23

2.29

2.28

3.52

2.53

Others

Nb:0.87

Nb: 0.31

Nb:0.56

Application +zfER

It suits for non-magnetic steel , high Mn steel and dissimilar steels
welding.

Ed o N

It suits for non-magnetic steel , high Mn steel and dissimilar steels
welding.

Edld ok N

For higher carbon 18%Cr-8%Ni stainless steel.
18Cr-8Ni #ff]°

RIREARERE SPOHC3|T PPUS

For higher carbon 18%Cr-8%Ni stainless steel.
18Cr-8Ni ffi°

For low carbon 18%Cr-8%Ni stainless steel.
18Cr-8Ni #fo

For low carbon 18%Cr-8%Ni stainless steel with superior ductility at
low temperature applications.
&A% 18Cr-8Ni i R E Mo

For 22%Cr-12%Ni stainless steel and dissimilar steels welding.
22Cr-12Ni §8> £4Mi74%-

For low carbon 22%Cr-12%Ni stainless steel and dissimilar steels
welding.
&A% 22Cr-12Ni > E+1 884

For dissimilar welding of carbon steels and stainless steels.

BB SEMN RE T B iRE-

For petrochemical, power plants on root pass of SUS 304, SUS347
steel.
BEER At EBRRFA SUS 304 5§ SUS 347 &1k BIBITIEA

For 25%Cr-20%Ni Stainless and dissimilar steels welding.
25Cr-20Ni > EMEFE-

For 29%Cr-9%Ni stainless steel and dissimilar steels welding.
29Cr-9Ni 558 E41 884z

For 18%Cr-12%Ni-2.5%Mo stainless steel welding.
18Cr-12Ni-2.5Mo #ffe

For low carbon 18%Cr-12%Ni-2.5%Mo stainless steel welding.
{EB% 18Cr-12Ni-2.5Mo ffl

For low carbon 18%Cr-12%Ni-2.5%Mo stainless steel welding with
superior ductility at low temperature applications.
18Cr-12Ni-2.5Mo ) {EB &N 1%

For welding AlSI type 317, 317L steel.
AISI 317, 317L e

For welding 18%Cr-12%Ni-2%Mo-Ti (316Ti) steel.
18Cr-12Ni-2Mo-Ti(316Ti) o

For welding 18%Cr-9%Ni-Ti(321) steel.
18Cr-9Ni-Ti(321) #fi
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Stick Electrode #HEE 2%

SMAW

Typical mechanical properties of weld metal Typical chemical composition of weld metal (wt%)
Er;“d %gssﬁmfmn IE S E— ) - R R —B) Application == @
(u]s} =] o
5
Y.P.(N/mm?) |T.5.(N/mm?) i i Others m
3
[] For Stainless Steel T =i7{x %
-]
AWS A5.4 E385-16 . For welding 20Cr-25Ni-4.7Mo-1.5Cu steel =
55-383 EN 1SO 3581-AE20255 Cu NLR 12 : 377 36 - 0.027 11.62 1049 124.67 12042 1435 | Cul46 | 500.cr25%Ni-4.7%Mo-1.5%Cuc g
AWS A5.4E410-16 SRR HEEIE (PWHT)730°C X Thr For 13%Cr stainless steel welding.
S$5-410 EN ISO 3581-AE 13R 1 2 ) 540 9 - 0.030 [0.41 |0.53 |0.15 [12.38 |- - 13Cr $80
AWS A5.4 E410NiMo-16 R HERIE (PWHT)620°C X Thr For 13Cr-4Ni-Mo stainless steel welding.
$5-410NM EN 150 4581 AE 13 4 R 12 560 oss . . 0.030 025 032 (458 | 11.46 053 |- AN Mo
$5.430 AWS A5.4 E430-16 SRR (PWHT)780°C X 2hr i 0.025 083 1064 020 |17.20 |- i It is applicable on SUS430 & heavy oil burner and accessories.
ENISO 3581-AE17R 12 . 510 28 ' ' : : : #F SUSA30 R EMAIBRTHS.
AWS A5.4 E2209-16 . For welding alloy 2205 duplex stainless steel.
$5-2209 EN1SO 3581.AE22 93 NLR 12 - 760 30 - 0.030 |0.89 |0.55 |8.83 [22.57 [3.05 |N:0.13 2205 EEie
For welding alloy UNS $32750(Alloy 2507) ~ UNS J93404~A890 GR.
$5-2594 AWS A3.4 E2594-16 . 939 26 : 0.023 071 |0.83 |9.00 |24.87 |3.85  N:0.26 5A.

ENISO 3581-AE259 4NLR 12 TR UNS $32750(Alloy 2507) ~ UNS J93404~A890 GR. 5A°

N:0.24 For welding alloy UNS $32750(Alloy 2507) ~ UNS J93404-A890 GR.
§5-2595 ?I\\INISSgsagglzsAqu]569 AWNLR1?2 - 902 20 - 0.035 [0.77 |0.69 |8.30 |25.50 4.11 |Cu:0.60 5A.
) W:0.72 K UNS S32750(Alloy 2507) ~ UNS J93404:~A890 GR. 5A°
[] For Cast Steel #iitiEmEiT(k
SN-55 AWS A5.15 ENiFe-Cl ) i ) i 1210 1025 |1.75 |50.04 |- i i For welding various types of cast irons , cast irons to steel.

ok S SE > —AREERE bR

SN-99 AWS A5.15 ENi-Cl - : - : 1120 015 (180 (9100 - |- |- B e ot ot o osimilar steels.

[] For Nickel Alloy Steel #asimnEERIk

AWS A5.11 ENiCrFe-1 o Fe:9.82 For Inconel alloy and dissimilar metals welding.
SNF-T EN SO 14172 E Ni 6062 : 622 41 86(-196°C) 0.06012.93 1028 1723411520 |- INB:213 | @A Inconel :/#% 5 Inconel RHE &£ A% MR-

SNF-2 AWS A5.11 ENiCrFe-2 i 603 42 75(-196°C ) 0.070 |1.84 1043 |73.26 |13.70 |2.31 Fe:2.78 For LNG, liquidized nitrogen storage tank and 9%Ni steel.

EN ISO 14172 E Ni 6092 Nb:1.57 BT LNG BTiEUE  RICRETHRIE  RIERA 9% Rl 2.

. . For Inconel alloy and dissimilar metals welding.
SNF-3 AWS AS.T1T ENiCrFe-3 - 635 40 92(-196°C ) 0.038 (7.32 |0.27 |70.14 [14.80 |- Fe:3.61 EEENBRRACEESEE Inconel #2252+ Inconel MIEA S FEH%E Y 2
EN 1SO 14172 E Ni 6182 Nb:1.43 puiched
. . For Inconel 625 and dissimilar metals welding.
SNM-3 AWS AS.11 ENiCrMo-3 : 783 39 65(-196°C ) 0.038 [0.36 |0.26 |61.24 |21.70 |9.38 |FeZ3] B Incon 625~ B A SHE R RIBBHRIE 9%Ni SR EBIIZRHKE
EN ISO 14172 E Ni 6625 Nb:3.38 il
. . For chemical process equipment, i. e. Hastelloy C-276, Ni-Alloy weld-
SNM-4 @mvégsiu f;"ECLMZ;; 5 - 726 38 - 0.018 [0.67 |0.13 56.94 |15.83 |15.76 53:2.33 ing and carbon steel overlaying.
' o BRI E TR HASTELLOY C-276> S84 25 R Sl mH .
AWS A5.11 ENiCrMo-6 R Fe:4.41 For LNG, low temperature vessel and 5% Ni and 9% Ni steel.
SNM-6 EN ISO 14172 E Ni 6620 : 710 39 73(-19¢6°C) 0.033 1247 1042 171.46 [12.79 1546 |\ y 53 EFR LNG 8 (HRAHER 5Ni 5 9N 8-
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Stick Electrode #HEE 2%

SMAW

Typical mechanical properties of weld metal Typical chemical composition of weld metal (wt%)

Brand Classification PSR — ) | |sztean— Application =
Y.P.(N/mm?) |T.5.(N/mm?) i i Others

i il

[] For Hardfacing Steel iy (x

For repair the worn part of crane wheel, bulldozer blade, crusher jaw,

RIREARERE SPOHC3|T PPUS

SH-26R - JAEMEEE (HRC) 22~26 0.210 |0.48 |0.53 |- 1.42 |- - shovel tooth and dipper tip .
it N W ke T
N ; I = i i i For repair the gears, track and chain.
SH-35R rEREEE (HRC) 30-~36 0.270 [1.25 |0.32 1.90 pheii e e Apyeyrishuve s
N . yo e i i i For repair the gears, track and chain.
SH-45 raEREE (HRC) 41-46 0.160 [1.91 |0.38 2.16 el oaiing. Ry it red
SH-45R . VSR {E (HRC) 41-46 0.240 (128 036 |- 2.43 |- . For repair the gears, frack and chain.

EEEaER B RE VB SR EEhE T 2 820

For resistance to abrasion accompanied with impact at high tempera-
SH-50 - A& HEEE (HRC) 48-~52 0.210 |0.24 |0.48 [0.18 |11.36 |- - ture . Such as drive sprocket.
=RRTEEEEER BRREEEER SENn WiTE T HER-
It is suitable for dies ,turbine blades , and agitator propellers.
B RE NN EE EFER L B WK ERER AR RS-
Superior abrasion resistance at high temperature for hydropulpers,
SH-58HC - JAETFEEE (HRC) 57~60 4010 |1.35 |0.69 |- 34.77 |- - cutters, and screens.

=R EFEER BRENBHER ) e E THER-

Good abrasion resistance accompanied with medium impact. It is

) ) R = . i i i suitable for crusher jaw ,pump impeller.
SH-60 SRR (HRC) 41-45 0310 1.5 10.32 4 SRR R R AR S BRI LR B R R

TR BEEEREE.

SH-50N4 - 1AEEEE (HRC) 46~49 0.140 |0.24 |0.58 |3.71 |11.58 |0.69

. . Suitable for pump impeller , cutter blade and agitator propeller.
SH-80 - IAEEE(E (HRC) 56~60 0.590 [1.12 |0.61 |- 7.07 |0.54 |- A E B ] T) I (5 4 4 Ao
SH-80R i VS BB {E (HRC) 5357 0.370 |0.48 052 |- 5.41 |- i Suitable for pump impeller , cutter blade and agitator propeller.

BEEFENEBRE V) - REHE RS-
For heavy abrasion . Suits for pump impeller, cutter blade and agita-

SH-80W - IBEEEE (HRC) 56~60 0.670 |1.18 |1.26 |- 7.10 |1.42 |W:2.04 tor propeller, sugar cane blade and hammer.
BB EEFE 2 M BN AN E R aR B VMR RE T B X i T I T B o
SH-80B . VA& TBREE (HRC) 56~58 1290 | 1.11 |0.99 |- 6.99 |- B:0.29 For heavy abrasion . Pump Impeller, Hydropulpers.

BBEEZENBOINRERE EER-

Good resistance to abrasion accompanied by light impact. It is suit-
SH-90 - JAEEE(E (HRC) 57~61 0.630 [1.07 |0.64 |- 732 |093 |- able for earth moving machinery , sand pump , and buckets.

REEE > EHRAPIEN D W] £ AR SR > BRI SR ~ 88 3 IRBV R -

Vv:1.83 Good resistance to metal-to-metal wear. It s suitable for repair of
SH-95HS - 1BEMEEAE (HRC) 60~64 0.930 |0.33 |0.45 |- 3.85 |5.23 W6 12 lathe tools, dies and high speed steels.
o PIH TEE A SR B iR S 52
Excellent resistance to abrasion with light impact . It s suitable for

SH-95HC - JAEMEEE (HRC) 56~61 5.130 |3.61 |0.32 |- 30.42 |- - repair of hydropulpers , cutters , and screens.
BEA MEEREREEEIBHER U7 Eg %

Nb:3.41 Excellent resistance to high temperature wear , severe abrasion with

SH-95HN i VSR (HRC) 58-62 5.370 128 |1.56 |- 25.40 |5.52 | V:1.52 light impact . It s suitable for repair of shot peening nozzles , screws

,chutes in sintering plant.

W:l.8l RSB S BRI R AR PR
Very excellent resistance to severe abrasion with light impact. It's suit-
. o . able for repair of concrete cutters, pump impellers, cutter blades and
SH-W - EEREREE (HRC) 58~62 3.140 (212 |0.38 |- - - W:41.58 hovel feetﬁ' pump imp
il =R EFEFHE U ER S R B R R E RS E g 5o
Superior abrasion resistance at high temp. good for repair of concrete
SH-WM - B EE (HRC) 58~62 3.530 |1.30 |0.47 |- - 6.65 |W:34.2 cutters, pump impellers, cutter blades and shovel teeth.
i EE M BB > AN D B IR R ) ) fE S e o
TR Excellent resistance to heavy impact .It s suitable for repair of 13%Mn
SH-MN AWS A5.13 EFeMn-A IAEEEE (HRC) 0.670 | 13.48 |0.56 |3.68 |- - - steels and crushing hammers.

41-~46 SELEES 155 1 3Mn BIB5 > RIS e
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Flux Cored Wire 1
FCAW

For 490N/mm? High Tensile Steel
490N/mm? R &R 1B R BRI

For 490N/mm? High Tensile Steel (EGW)
490N/mm2 #k=5R il ERR (EGW)

For = 550N/mm? High Tensile Steel
= 550N/ mm2 4= 5R 7 Hl €1 S8R 4R

For Heat Resistant Steel
& & ST EAE G EE245

For Low Temperature Service Steel
BEEMMEAMR RS

For Atmospheric Corrosion Resistant Steel
BE MR EERS

For Stainless Steel ——M 36,3840
BN e

For Nickel Alloy Steel
RE T EEEERR

For Hardfacing Steel
FeE I 51 B 252 4R

ERERMIET SAIM PeloD xn|d




Flux Cored Wire 1254245
FCAW

Typical mechanical properties of weld metal - Typical chemical composition of weld metal (wt%)
icC}qu;:;ssﬂ:lcclhon ) - B LBmRH— Application +ZpE s

Y.P.(N/mm?) |T.5.(N/mm?) |E.L. ° i i Others

[J For 490N/mm? High Tensile Steel 490N/mm’ fimi e a4

For welding shipbuilding storage vessels , structural fabrication , ma-

AWS A5.20 E71T-1C/1M chinery and piping etc.

AWS A5.36 E71T1-C1A0-CS1 00° i i i i Titanium Dioxide flux cored wire with superior impact strength and
SFC-71 AWS A5.36 EZ1T1-M21A0-CS1 474 573 28 92(-20°C) 0.051 11.36 10.48 good for all-positional welding.

ENISO 17632-AT422 P C1/M21 1 H5 SERAOEERR DUBFEERF FEMEE-

EAFEFRIEM FHE SR IR RIRE

AWS A5.20 E70T-1C It's a metal cored flux cored wire to be used by CO2 gas shielding
SFC-70C AWS A5.36 E70T1-C1A0-CS1 467 554 27 70(-20°C) 0.047 [1.25 |0.42 |- - - - provides high efficency for flat and horizontal welding.

ENISO 17632-AT422 P C1 3 HS TEBABERE RERLE CO2 TR REmRKFAR

AWS A5.20 E71T-1C/1M-J
. AWS A5.36 E71T1-C1A4-CS1 o
SFC-71Ni AWS A5.36 E71T1-M21A4-CS1 492 550 28 74(-40°C) 0.048 [1.35 |0.46 |0.37 |- - -

EN 1SO 17632-AT42 4 P C1/M21 1 H5

AWS A5.20 E71T-1C/1M-J
AWS A5.36 E71T1-C1A4-CS1 79(-40°C) Rutile-type FCW and excellent impact value at low temperature.
SFe71 AWS A5.36 E71T1-M21A4-CS1 333 360 30 75(-50°C ) 0.030 11.25 1037 BRI B8 B2 91 EREHRNEE-

ISO 17632-AT46 4 P C1/M21 1 H5

AWS A5.18 E70C-6C/6M
AWS A5.36 E70T15-C1A4-CS1 60(-40°C )
SFC-71M AWS A5.36 E70T15-M21A4-CS1 466 530 31 56(-50°C)

EN ISO 17632-AT42 4 M C1/M21 3 H5

ﬁ\xg ﬁggg E;H-SSE(ISA,;\-CSI Suits for mild steel and 490N/mm? H.T. steel , good impact value at -
SFC-75 ’ 495 570 28 93(-30°C ) 0.045 | 1.3 0.45 |- - - - 30°C.

AWS A5.36 E71T5-M21A2-CS1 AfLEE (s oo 4k i, e o fE BRI A (E

EN ISO 17632-A T42 3 B C1/M21 1 H5 FARAREE  REIE AR IS 2 8718 -30° CTH R 1L sE B -

==
c
%
Q)
)
)
o
g
)
2
o
2
4

Rutile-type FCW and excellent impact value at - 40°C .
BARMEE B8 ERZIFE 40°CHEERER-

CO2 or mixed gas metal cored FCW . Good weldability and excellent
0.040 (1.23 |0.35 |- - - - impact value.
£/ CO2 8 Ar/CO2 RERAERE (FEMRIF BEMEARER-

AWS A5.20 E70T-4 :\Lﬂﬁ:;gtio;:lil\gl:;rf\:frrr:'i‘z?ach‘uilding and machinery . It also can be
SFC-04 AWS A5.36 E70T4-AZ-CS3 458 575 25 - 0.220 [0.36 (0.35 |- - - Al:1.23 ey B . e
EN ISO 17632-AT42 Z W N 3 EEE ST SRS E 2 SRR S B BV IE B TR Rl A R E Y EE SR 2 FT T
AWS A5.20 E70T-7 High deposition rate and deep penetration . Suits for mild steel and
SFC-07 AWS A5.36 E70T7-AZ-CS3 486 582 23 - 0.230 |[0.38 |0.20 |- - - Al:1.42 490N/mm? H.T. steel.
ENISO 17632-AT42ZW N3 490N/ mm? (=R A FBEFEE BERE R
AWS A5.20 E71T-8 All position self-shield flux cored wire used for mild steel and 490N/
SFC-18 AWS A5.36 E71T8-A2-CS3 442 553 24 47(-30°C) 0.150 [0.72 |0.13 |- - - Al:0.68 mm?2 H.T. steel.
ENISO 17632-AT423 YN 1 490N/mm? kSR8 218 B &R
All position self-shield flux cored wire use for mild steel and 490 N/mm?
SFC-71B PSSR LR 420 530 26 : 0010 070 (040 |- |- |- |AL.40 | HTSteel.
: e 490 N/mm? BEsR A 2018 B il

Single pass self-shield flux cored wire used for mild steel and 490N/
SFC71G e Ao T G : 576 : : 0240 (123 (018 |- |- |- |A260 | mm?H.T.steel.
: 490N/mm? {5k /80 - BB iE 1945 B iR 194
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Flux Cored Wire 1254245
FCAW

Typical mechanical properties of weld metal - Typical chemical composition of weld metal (wt%)
icC}qu;:;ssﬁlcclhon ) - B LBmRH— Application +ZpE s

Y.P.(N/mm?) |T.5.(N/mm?) |E.L. ° i i Others

[] For 490N/mm? High Tensile Steel 490N/mm? G535 7i0B552 (EGW)
g

Self-shield flux cored wire used for one pass, vertical up welding of
SFC-721 AWS A5.26 EG72T-1 485 580 25 56(-20°C) 0.080 |1.32 |0.26 |- - 0.12 |- electro gas we|ding
EHI M BEBIEE B #ifE-

[] For = 550N/mm? High Tensile Steel = 550N/mm? G nia 554

g
0
o
ﬁwg ﬁggg Eggﬁgm A8-G CO2 or mixed gas metal cored FCW . Good weldability and excellent g
SFC-81M AWS A5.36 ESOT15-M21A8-G 520 582 30 57(-60°C) 0.036 |1.21 |036 |1.32 |- - - impact value. z
. - - =t N=PA 5 B Eo o
EN ISO 17632-A-T46 6 Z M C1/M21 3 H5 M CO2 Bl Ar/CO2 EERAMERE (FERIERIF GEIEEE ;
?
AWS A5.28 E90C-G Mixed gas metal cored FCAW . Good weldability and excellent impact g
SFC91M AWS A5.36 E90T15-M21A6-G 652 713 22 55(-50°C ) 0.035 |1.10 |0.29 |2.61 |- 0.41 |- value.
EN ISO 17632-A-T50 5 Z M M21 3 H5 5 Ar/CO2 BRERARERRE (FEM R R4 E-

AWS A5.29 E101T1-GC/GM
SFC-101 AWS A5.36 E101T1-C1AZ-G 660 721 22 - 0.060 |1.21 |0.45 |0.63 (035 |0.41 |-
AWS A5.36 E101T1-M21AZ-G

For 690N/mm? H.T. steel welding.
690N/ mm? B =R il %

AWS A5.29 E111T1-GC/GM
AWS A5.29 E111T1-K3C/K3M-J
AWS A536 E111T1-C1AZ-G o
SFC-110 AWS A5.36 E111T1-M21AZ-G 730 801 21 42(-40°C) 0.047 |1.42 (032 |2.46 |- 047 |-
AWS A5.36 E111T1-C1A4-K3

AWS A5.36 E111T1-M21A4-K3

For 760N/mm? H.T. steel welding.
760N/ mm? =R /1%

AWS A5.29 E121T1-GC/GM
SFC-120 AWS A5.36 E121T1-C1AZ-G 805 856 21 50(-30°C) 0.045 |1.77 |0.26 |2.41 |- 0.55 |-
AWS A5.36 E121T1-M21AZ-G

For 830N/mm? H.T. steel welding.
830N/mm? =R %o

[] For Heat Resistant Steel E&&&mizilazsg

AWS A5.29 ES1T1-A1C/ATM FREHRIE (PWHT)620°C X Thr
AWS A5.36 E81T1-C1PZ-A1l For welding 0.5%Mo low alloy steels.
SFC-BIAT AWS A5.36 E81T1-M21PZ-A1 - 0.051 |1.05 1046 |- : 0.55 |- 0.5Mo 385 CO2 iEM2 (B2
ENISO 17634-AT Mo P C1/M21 1 H5 596 643 24
AWS A5.29 E81T1-82C/B2M SR (PWHT)690°C X Thr For welding 1.25Cr-0.5%Mo low alloy steels in thermoelectric power
AWS A5.36 E81T1-C1PZ-B2 AR
SFC-81B2 AWS A5.36 E81T1-M21PZ-B2 - 0.055 [0.92 |0.42 |- 1.12 |0.61 |- plunf and oil refiner.
- 552 628 21 ~1.25Cr-0.5Mo fﬂﬁﬁ CO2 i ux_:E'f_LE%F?;t Akﬁﬁ;r—?ﬁiE Eﬁﬁl*o
EN ISO 17634-A T CrMo1 P C1/M21 1 H5
ﬁag ﬁggz EZ:I} Ié:igéB:;A SHEAAGLE [PWHT)690°C X Thr For welding 2.25Cr-1%Mo low alloy steels in thermoelectric power
SFC-91B3 ’ - 0.060 |0.95 |0.31 |- 236 |1.11 |- plant and oil refiner.

AWS A5.36 E91T1-M21PZ-B3

EN ISO 17634-A T CrMo2 P C.I/M2.I 1 H5 635 699 20 2.25Cr-1.0Mo #fiff CO2 iFER B IFIF-BEH N EEE A HER
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Flux Cored Wire t122§245
FCAW

Typical mechanical properties of weld metal - Typical chemical composition of weld metal (wt%)
Classification et " o et
e IR E — a2 —Bl Application =ZpEm

Y.P.(N/mm?) |T.5.(N/mm?) i i Others

[] For Low Temperature Service Steel Ea=fiERMEE RS

AWS A5.29 E81T1-Ni1C/Ni1M
. AWS A5.36 E81T1-C1A2-Nil N
SFC-81Nil AWS A5.36 E81T1-M21A2-Ni1 534 618 25 85(-30°C) 0.053 |1.26 |0.45 |0.93 |- - -

EN ISO 17632-AT46 3 1Ni P C1/M21 1 H5

For 550N/mm? H.T. steel welding.
550N/ mm? =3k /18R

ﬁag ﬁggz Eg:ﬂ EI;ZAFA/EEM Good weldability on all-position and can be used to weld 2~3%Ni

SFC-81Ni2 523 631 25 46(-40°C) 0.052 |1.15 |0.35 |2.34 |- - - meet -40 C 590N/mm? low temperature service steel.

AWS A5.36 E81T1-M21A4-Ni2 o 2 4T (S ot E e A A (e a2 o/ NIt 40
EN ISO 17632-A T46 4 2Ni P C1/M21 1 H5 -40°C 590N/mm? R - EE 2 (I BiIFEHET 2~3%Ni iff

ﬁwg ﬁggz Eg:ﬂ E‘;?ACA/_EEM Good weldability on all-position and can be used to weld 2~3%Ni

SFC-91Ni2 588 692 21 43(-40°C) 0.054 |1.21 |0.52 |2.39 |- - - meet -40 C 620N/ mm? low temperature service steel.

AWS A5.36 E91T1-M21A4-Ni2 o 2 4T (S o E e A A (e a2 o/ NI} 470
EN 1SO 17632-A T50 4 2Ni P C1/M21 1 H5 -40°C 620N/ mm? FREAHA - BE 2 EFIZE T 2~3%Ni i

==
c
%
Q)
)
)
o
g
)
2]
o
2
4

AWS A5.29 E81T1-K2C/K2M
AWS A5.36 E81T1-C1A8-K2 o
SFC-81K2 AWS A5.36 E81T1-M21A8-K2 520 604 27 97(-60°C) 0.040 |[1.26 (038 |1.46 |- - -

EN ISO 17632-A T46 6 1.5Ni P C1/M21 1 H5

Good notch toughness can be obtained at -60°C .
-60°CE R A °

AWS A5.29 E71T8-NilJ
AFL-X70-O AWS A5.36 E71T8-A4-Nil 424 523 28 120(-40°C ) 0.060 |1.13 |0.12 |0.82 |- - Al:1.14
ENISO 17632-AT4241NiYN 1

For welding X70 pipe steel.
BRAMUAEEEIEERSH X70 EiRiBFE-

AWS A5.29 E81T8-Ni2J H8
AFR-X80-O AWS A5.36 E81T8-A4-Ni2-H8 485 578 24 110(-40°C) 0.050 |1.10 |0.07 |1.83 |- - Al:1.01
ENISO 17632-AT46 42NiYN 1

For welding X80 pipe steel.
BRAMUAEEIMERSH X80 E4FiliFiE.

[] For Atmospheric Corrosion Resistant Steel (Ea&i{#iAaEERE

AWS A5.29 E81T1-W2C/-W2M For butt or fillet MAG welding of 590N/mm? weathering steel and
SFC-81W2 AWS A5.36 ES1T1-C1A2-W2 594 658 25 53(-30°C) 0.040 (1.18 |0.55 |0.48 |0.55 |- Cu:0.41 A588, A242 steel.
AWS A5.36 E81T1-M21A2-W2 ASTM A588-A242 §i#15 590N/mm? (R 1G4 2 AE1E B HEE-

[ ] For Stainless Steel Ti##tmazE=g

AWS A5.22 E307T1-1/-4
EN ISO 17633-AT 18 9 Mn Mo P C1/M21 2

For welding higher carbon 19%Cr-9%Ni-4%Mn steels.

SFC-307 = C-19Cr-9Ni-4Mn

- 589 40 - 0.053 |3.62 |0.68 |9.52 |19.50 |0.8

AWS A5.22 E308HT-1/-4
EN ISO 17633-AT199 P C1/M21 2

For welding higher carbon 18%Cr-8%Ni steels such as AlSI 304, 308.

SFC-308H = C-18Cr-8Ni #ffl F o4 AISI304, 308°

- 573 40 - 0.049 |1.55 |0.50 |9.62 |20.10 |- -
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Flux Cored Wire &

FCAW

Classification
FRIE

[ ] For Stainless Steel T#mazE=g

SFC-308L

SFC-309L

SFC-309MolL

SFC-312

SFC-312M

SFC-316L

SFC-316H

SFC-317L

SFC-318

SFC-347L

SFC-347H

SFC-410

SFC-410NM

SFC-410NiMo

SFC-2209

SFC-2594

AWS A5.22 E308LT1-1/-4
EN1SO 17633-AT19 9 LP C1/M21 2

AWS A5.22 E309LT1-1/-4
EN ISO 17633-AT23 12LP C1/M21 2

AWS A5.22 E309LMoT1-1/-4
ENISO 17633-AT23 122 LP C1/M21 2

AWS A5.22 E312T1-1/-4
EN1SO 17633-AT29 9 P C1/M21 2

AWS A5.22 E316LT1-1/-4
ENISO 17633-AT19 123 LP C1/M21 2

AWS A5.22 E316HT1-1/-4

AWS A5.22 E3171T1-1/-4
EN1SO 17633-AT19 13 4L P C1/M21 2

AWS A5.22 EGT1-1/-4
ISO 17633-AT 19 12 3 Nb P C1/M21 2

AWS A5.22 E347T1-1/-4
EN ISO 17633-AT19 9 Nb P C1/M21 2

AWS A5.22 E347HT1-1/-4
EN1SO 17633-AT 19 9 Nb P C1/M21 2

AWS A5.22 E410T1-1/-4
EN1SO 17633-AT 13 P C1/M21 2

AWS A5.22 EGT1-1/-4

AWS A5.22 E410NiMoT1-1/-4
EN ISO 17633-AT13 4P C1/M21 2

AWS A5.22 E2209T1-1/-4
ENI1SO 17633-AT2293 NLP C1/M21 2

AWS A5.22 E2594T1-1/-4
ENI1SO 17633-AT2594NLPC1/M21 2

e

i

Typical mechanical properties of weld metal - Typical chemi

cal composition of weld metal (wi%)
|

- BB —B

IS — 1
Y.P.(N/mm?) |T.5.(N/mm?)

- 562

- 572

- 585

- 745

- 730

- 572

- 581

- 580

- 570

- 572

- 593

$2BEHERIE (PWHT)750°C X Thr
- 564

tEEHEE(E (HRC)

RBHEEIE (PWHT)620°C X Thr
- 780

- 786

850

42

40

37

24

23

40

38

35

38

41

42

26

39~43

20

27

25

38(-196°C)

35(-60°C )

37(-196°C)

58(0°C)

55(-60°C )

48(0°C)

47(0°C)

58(0°C)

0.031

0.031

0.030

0.058

0.024

0.028

0.053

0.030

0.030

0.031

0.053

0.061

0.038

0.040

0.031

0.030

1.55

1.56

0.89

0.88

0.81

1.56

1.42

0.85

0.93

1.21

0.41

0.42

0.31

0.85

0.74

0.52

0.51

0.71

0.52

0.55

0.43

0.51

0.58

0.60

0.54

0.42

0.45

0.38

0.43

0.53

0.66

9.83

12.62

13.60

9.25

8.30

12.03

11.71

13.11

12.12

10.28

10.32

0.21

3.81

4.39

8.75

10.14

19.72

23.62

23.40

30.40

26.40

17.83

18.23

18.94

18.53

19.28

19.78

11.43

11.85

11.31

22.25

26.18

243

2.59

2.53

3.61

2.58

0.82

0.49

3.25

3.48

Others

other:1.6

Nb:0.49

Nb:0.48

Nb:0.44

N:0.11

N:0.22

Application +zrER

For welding low carbon 18%Cr-8%Ni steels such as AlSI 304, 308.
{ECH% -18Cr-8Ni $FE-4 AISI 304, 308

For low carbon of 22%Cr-12%Ni stainless steel and welding for
dissimilar steels.
B -22Cr-12Ni #EF5 > £ 874E R

It suits for welding of 22%Cr- 12% Ni- 2.5%Mo steel and dissimilar
steel.
{EFi% -22Cr-12Ni-2.5Mo i 21525

For welding of higher carbon steel and low-alloyed steel.
BARSREHSORIENES SMEM R

g
0
g

&
g
3

12
&
2
8

It is suitable for welding dissimilar metals such as stainless steels and
low-alloy steels, as well as for joining those steels which are hard to
weld or possible to cause porosity during welding.
BATHHEARINESSHNEMRE BERBES S B E R

For welding low carbon 18%Cr-12%Ni-2.5%Mo steels with better
corrosion resistance.

&A% -18Cr-12Ni-2.5Mo A F it FLI%

For welding higher carbon 18%Cr-12%Ni-2.5%Mo steels with better
corrosion resistance.

= h% -18Cr-12Ni-2.5Mo il ~#2 FHT R FLI%E

For welding low carbon 18%Cr-12%Ni-3.5%Mo steels with better
corrosion resistance.

EH% -18Cr-12Ni-3.5Mo i 1= R LI

For welding chemical containers, i.e. AlSI 316Ti, SUS 316Ti.
BRAMECERIZ 220 AISI 316Ti~SUS 316Ti FHeo

For welding 18%Cr-9%Ni-Nb steels or 18%Cr-9%Ni-Ti steels.
fEER% 18Cr-9NI-Ti(321) S

For welding 18%Cr-9%Ni-Nb steels or 18%Cr-9%Ni-Ti steels.
&A% -18Cr-9Ni-Ti(321) $H A

For 13%Cr stainless steel welding.
13Cr #flo

It suits for metal to metal abrasion and/or within corrosion
environment.

BANEEEEBEEENEHNSERABS G-

For welding of ASTM CA6NM or steels with similar chemical
composition.

FARL$24% ASTM CA6NM E58B B EE R D Eme

For welding alloy 2205 duplex stainless steel with resistance to pitting
corrosion and crack.

22Cr £ 40 Alloy2205¢°

For welding alloy 2507 duplex stainless steel with resistance to pitting

corrosion and crack.
25Cr 181554010 Alloy2507°
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Flux Cored Wire 1254245
FCAW

Typical mechanical properties of weld metal - Typical chemical composition of weld metal (wt%)
Classification R .
e IR E — IAEAE 2R — Application =ZpEm

Y.P.(N/mm?) |T.5.(N/mm?) |E.L. ° i i Others

[ ] For Stainless Steel T#mazE=g

For welding alloy 2505 duplex stainless steel with resistance to pitting

SFC-2509 - - 795 28 - 0.033 |0.87 |0.45 |8.51 [23.91 |4.11 | N:0.15 corrosion and crack.
25Cr B0 40 Alloy2505¢°
For welding AISI409 stainless steel and similar alloy steel, especially
SFC-409Ti ?I\\IIVISS25]27263E§‘,1AO'?I3 Ti M M21 2 - 475 24 0.045 |0.566 [0.72 |- 11.50 |- Ti:0.82 good at exhaust pipe system welding.
- ! AlS1409 Tﬁiﬂ&@ Bame &£ ﬁﬁﬁ\ SRR AR TSN S R
For welding AISI409 stainless steel and similar alloy steel, especially =
SFC-409Cb AWS A5.22 EC409Nb - 480 23 0.038 |0.45 |0.40 |- 11.20 |- Nb:0.52 good at exhaust pipe system welding. X
AlS1409 Tﬁiﬂ&@ Dape &£ Fﬁﬁ\ SRR AR TSNS R Q
For welding AlISI439 stainless steel and similar alloy steel, especially &
SFC-439Ti AWS A5.22 EC439 - 508 37 0.033 |0.42 |0.50 |0.15 |18.20 |- Ti:0.65 good at exhaust pipe system welding. z
AISI439 TR R AR U BY & 8> Fﬁﬁ\ SRR AR TSN R e
2
[ ] For Nickel Alloy Steel s#a®iEa#=g 2
i
Fe:0.3 For Inconel 625 and dissimilar metals welding, suitable for 9% Ni high
SFC-625 AWS A5.34 ENiCrMo3T1-4 - 750 32 80(-196°C) 0.015 |0.10 |0.30 |65.10 [21.00 |9.30 o tensile steel weling.

Nb+Ta:3.3 | i mix Incon 625 B8 & & HE R R 9%Ni SR HITE-

[] For Hardfacing Steel Emiazzes

e - v:0.23 Excellent abrasion resistance . Flux combination SF-80.
SFH-12S - fEEHEE(E (HRC) 48~52 0.230 |1.94 |0.56 |- 585 |11 Wi FAFEAERLE AT | XEa00T SF.800
Used for metal to metal abrasion , excellent impact resistance . Flux
SFH-17S - BREEEE (HRC) 34~39 0.090 (2.55 |0.57 |- 2.45 |0.56 |- combination SF-80.

e B REEBERE AR RENMHEEE FBACHFEE SF-80°

For build-up and/or buttering on high carbon steel with excellent resis-
SFH-22S - B EE (HRC) 28~34 0.090 [1.99 |0.49 |- 0.52 |2.38 |- tance to crack. Flux combination SF-82.
BERR SO R EEE AR BENMRIE - 1EACiR4E SF-82¢°

It suits for build-up of continuous CGSTII’I?‘ rolls, steel mill rolls, shafts,

o tr idlers, joumals or work pieces that machinability is required. Flux
SFH-31S - JAEEE(E (HRC) 30~33 0.170 |2.63 |0.62 |- - 0.68 |- combination SF-80.

R EL R 5 THE E S RS B E M fAFciREE SF-80°

Used for rebuilding continuous casting rolls under high temperature

SFH-42S - IBEEEE (HRC) 46~51 0.220 |1.42 |0.53 |- 12.70 |- - serwce in steel mill. Flux combination SF-80.
e RS B ACiREE SF-80°
SFH-53S ) YA FERE{E (HRC) 46~52 0.230 |2.07 |0.45 3.2 660 |1.84 |v:0.45 Goocl heat adhesion resistance and bead marks resistance.
e ) ’ ’ ’ ) ) o B ENMMEBERINIPRS T BEciESE SF-800

o o X Good heat adhesion resistance and bead marks resistance.

SFH-55S - IAEHEEE (HRC) 46~52 0.190 (1.97 |0.54 |3.1 3.85 1.25 |V:0.35 B B PSS I » S F42 5 SF.800
p Excellent resistance to heavy impact .It's suitable for repair of 13%Mn

SFH-MNG - JAETFEEE (HRC) ﬂli%i%ﬂifﬁ 0.710 |12.75 |0.45 |0.21 |- - - steels and crushlng hammers.

BEHBEEZISS 13Mn S5 2 FHIRID RS hig

Used for rebmld the worn part of crane wheel ,bulldozer blade,

SFH-25G - 1BEMEEAE (HRC) 21~26 0.121 |1.73 |0.68 |- 1.18 |0.45 |- crusher jaw, shovel tooth and dipper tip.
Eim g w0 SR ER B
SFH-35G i S TEREE (HRC) 33-37 0.186 | 1.9 072 |- 156 053 |- Used for rebuild the gears, track and chain.

BRAKMESER 15ROBR B RRR RE VB IR RS T
It suits for the parts subjected to intense soil abrasion and corrosive
wear.

BRARMEEFE T IRER 2 B

SFH-45G : & FEEE{E (HRC) 42-47 0.240 1.44 013 |- 378 |- |- ARl R U g

It is suitable for hardfacing of bulldozer blade, bucket lip, tipper teeth,
SFH-50G - 1BEMEEAE (HRC) 46~52 0.260 |{1.83 |0.52 |- 6.21 |0.52 |Ti:0.14 the parts of impeller subjected to severe soil abrasion.
HELIET) BIRE VEEE I R R R E T R ER 2 SR A 2 R E iR

40 41

SFH-42MG - 1AEHEEE (HRC) 48~52 0.220 |0.42 |0.43 |- 12.61 | 0.91



Flux Cored Wire t122§245
FCAW

Typical mechanical properties of weld metal - Typical chemical composition of weld metal (wt%)
Classification R .
e IR E — IAEAE 2R — Application =ZpEm

Y.P.(N/mm?) |T.5.(N/mm?) |E.L. ° i i Others

[ For Hardfacing Steel Emiftzszs -

42

It is suitable for hardfacing of bulldozer blade, bucket lip, tipper teeth,

SFH-55G 1AEEE(E (HRC) 53~57 0.320 [2.28 |0.71 7.59 |0.62 |[Ti:0.14 the parts of impeller subjected to severe soil abrasion.
HWEHIET) RREVREES AR BRELIBEER SRS 2 Em R
It is suitable for hardfacing of bulldozer blade, bucket lip, tipper teeth,
SFH-58G 1BEMEEAE (HRC) 54~59 0.390 | 0.58 |2.35 6.05 |0.69 |W:5.57 the parts of impeller subjected to severe soil abrasion.
HAHET) RREVEREF AR RE T EER SR 2 iR
It is suitable for hardfacing of bulldozer blade, bucket lip, tipper teeth, >c<1
SFH-58GM 1BEMEEE (HRC) 55~59 0.510 [1.18 |1.12 7.86 |0.69 the parts of impeller subjected to severe soil abrasion. 0
HLEET) RREVERE S RS RE T EER SR 2 iRk H
Ti:0.22 It is suitable for hardfacing of bulldozer blade, bucket lip, tipper teeth, ;’
SFH-59G 1BEREEE (HRC) 55~59 0.650 |0.98 |0.68 8.21 B:0.29 the parts of impeller subjected to severe soil abrasion. 3
- HLEET) RREVEREF R R RE T EER SR 2 B E iRk @
W:0.29 It is suitable for hardfacing of bulldozer blade, bucket lip, tipper teeth, ?
SFH-61GM 1BEREEE (HRC) 58~62 2.930 [0.72 |[1.12 25.13 Nb:0.19 the parts of impeller subjected to severe soil abrasion. o
B:0.15 HLEED) PREVERAEF AR RE T BER SR 2 BE iRk
It is suitable for hardfacing of bulldozer blade, bucket lip, tipper teeth,
SFH-61NbGM JAEMEEE (HRC) 58~64 5.340 |0.59 |1.56 21.24 |- Nb:2.49 the parts of impeller subjected to severe soil abrasion.
W HET) RREVERIES AR BRETIEER L HHERI M 2 B EmFE.
V:0.11 It is suitable for hardfacing of bulldozer blade, bucket lip, tipper teeth,
SFH-62GM 1AEEEE (HRC) 57~63 2.320 |0.66 |0.71 |0.17 |23.98 B:0.4'| the parts of impeller subjected to severe soil abrasion.
- HEHIET) RREVREES AR BRETIBER ISR 2 B Em R
It is suitable for hardfacing of bulldozer blade, bucket lip, tipper teeth,
SFH-63G 1BEMEEAE (HRC) 58~64 0.710 |0.95 |0.59 7.81 B:0.38 the parts of impeller subjected to severe soil abrasion.
WEHIET) RREVREES AR BREHIBEER ISR 2 B R
W:2.45 It is suitable for hardfacing of bulldozer blade, bucket lip, tipper teeth,
SFH-66WG 1BEMEEE (HRC) 59~64 4910 |0.41 |1.78 |0.11 [21.44 |0.38 |Nb:2.61 the parts of impeller subjected to severe soil abrasion.
B:0.34 HLEET) RREVERAEF AR RE T EER SR 2 itk
It is suitable for hardfacing of wearing liner plate, agitator propeller,
SFH-67NMG JAEEE(E (HRC) 65~68 6.020 |0.39 |2.05 22.68 |1.75 |Nb:2.74 and crusher parts.
BRI 2R IR S M e
. - INIrEEE For hardfacing of crusher cone and hammer or for buttering.
SFH-MN-O 1AEEEE (HRC) 44-48 0.350 |17.05 |0.35 |0.94 |18.40 |- S MR S T B » BB TS5 — HE8 » T VB RS T = FR i
It suits for metal to metal abrasion, i.e. track, guide wheel, sprocket,
SFH-35-0 JAEHEEE (HRC) 31~36 0.180 |2.52 |0.55 1.25 Al:1.7 idler wheel and coveyor wheel shaft.
BB R RS R RO S B T HRNEEZ BEREe
e o If suits for metal to metal abrasion.
SFH-41-O JAEEEE (HRC) 38~42 0.280 [2.12 |0.58 1.25 |0.51 A A PR T (i BRA S T 1 BB T SR o
. o It provides excellent abrasion resistance and impact resistance.
SFHS1-0 a2 REE (HRC) 49-53 3230 |1.26 1.57 1318 RS IR BOAY)T) IR S AT A
I o Excellent abrasion resistance and moderate impact resistance.
SFH-56-0 Ia &R {E (HRC) 52~60 0.480 | 1.25 |0.68 623 |0.85 S Tessanee o mocerare
High hardness and excellent abrasion resistance, good for wear plate,
SFH-61-0 JAEEEE (HRC) 57~62 4.570 [1.41 |0.83 25.01 coal grinding wheel & plate.
BASHEERESFSHNMEREESE T ER ERRS-
W:1.1
o o . Excellent abrasion resistance at high temperature.
SFH-65-O JAEEEE (HRC) 62~65 4.860 |0.57 |0.84 23.30 |5.32 \l\/ll:;ﬁ223 BT 8 B B T o
The deposit shows very high hardness and excellent abrasion
SFH-67-O fEEEEE (HRC) 63~66 5.240 |0.46 |0.67 36.74 B:1.62 resistance.
BANERR R T4 SER
The deposit shows very high hardness and excellent abrasion
SFH-70-O IAEMEEE (HRC) 64~68 5.430 |0.52 |0.75 38.35 B:1.83 resistance.

BARERR RE HERTHEER-
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Solid Wire 18845
MAG,MIG,TIG

For 490N/mm? High Tensile Steel
490N/mm? R &R 7R DR

For = 550N/mm? High Tensile Steel
= 550N/ mm2 RS 5R T E 0 ERAR

For Heat Resistant Steel
BESMHNE LOIREF

For Stainless Steel
TEEIE D IRAR

For Nickel Alloy Steel
RETWE LSRR

W S4IM PI[OS
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Solid Wire 18845
MAG,MIG,TIG

Typical mechanical properties of weld metal - Typical chemical composition of weld metal (wt%)
icC}qu;:;ssﬁlcclhon YR T — - B LBmRH— Application +Zpe s

Y.P.(N/mm?) |T.5.(N/mm?) |E.L. ° i i Others

(] For 490N/mm” High Tensile Steel 490N/mm’ (5775052 03943

AWS A5.18 ER70S-4 R Low welding current . It suits for mild steel and 490N/mm? H.T. steel.
SMG-4 EN ISO 14341-A-G 42 3 C1/M21 35il 470 540 28 62(-30°C) 0.100 |1.36 10.75 |- - - : 490N/ mm? BB53E 150 BRIRH B EE.
Wide current range and all position welding for general structure of
SMG-6 EN 150 14341 A G 42 3 C1/M21 35i1 450 550 30 52(-30°C 0080 153 088 |- |- |- |- mild steel and 490N/mm? H.T. steel.
' 490N/ mm? &3R80 BE AR B E o
For thick plate and high welding current . It suits for mild steel and
SMG-8 ?l\\INISSéslllglf'llz?A?giZ 3C1/M21 Z 465 570 31 55(-30°C) 0.070 | 1.67 |0.57 |- - - - 490N/mm? H.T. steel.
490N/ mm? M= 3R 80 BER B AW E TR EEE o
AWS A5.18 ER70S-2 Al:0.06 It suits for 490N/mm? H.T. steel
SMG-52 EN ISO 14341-A-G 42 3 C1/M21 2Ti 474 343 29 90(:30°C) 0.042 1121 1051 - ] ] o8 490N/mm? R B3R 7758

. oy . 2
STG-50 AWS A5.18 ER70S-G 470 550 30 155(-30°C ) 0.070 1151 |0.78 Root welding for all position of mild steel and 490N/mm? H.T. steel.

ENISO 636-AW 423 Z 490N/ mm? { &3R8 TIG $94%

AWS A5.18 ER70S-2 Al:0.07

H 2
STG-52 . 480 561 29 120(-30°C ) 0.042 |1.18 1049 |- - - Ti:0.09 It suits for 490N/mm” H.T. steel.

EN ISO 636-A W 42 3 2T 490N/mm? ki E=5R 17880 &
i Zr:0.05 = =
Wide current range and all position welding for general structure of 5
S1G-56 e s s asi1 461 570 28 105(-30°C ) 0090 1.44 088 |- |- |- |- mild steel and 490N/mm? H.T. steel. s
490N/ mm? =R 80 EE AN E R E - o
2
2 .y ! . 5
[J For = 550N/mm” High Tensile Steel = 550N/mm® f&sR75H8E 08248
AWS A5.28 ER80S-G o High welding current . It suits for 590N/mm? H.T. steel.
SMG-60 EN 1SO 14341-A-G 46 4 C1/M21 Z H5 515 585 29 58(-50°C ) 0.080 1.52 |0.62 |- - 032 |- 590N/mm? 4535 /730 BE A BB T
AWS A5.28 ER80S-G o High welding current . It suits for 590N/mm? H.T. steel.
SMG-60N EN ISO 14341-A-G 46 6 C1/M21 Z H5 510 585 29 68(-60°C) 0.080 |1.15 1071 |1.03 |- |- - 590N/ mm? 43 853 7758 B HA B T AEE
AWS A5.28 ER80S-G o It suits for 590N/mm? H.T. steel.
S1G-60 EN ISO 16834-AW 55 3 11 Z 585 675 29 103(:30°C) 0.060 11.72 10.57 |- - 041 - 590N/mm? 5351138 TIG $2i%°
[] For Heat Resistant Steel E&&izulE g
2R FAREIE (PWHT)690 °C X 1hr . . .
STG-80B2 AWS A5.28 ER805-B2 . 0.080 059 053 |- 129 053 |- For welding of 1.25%Cr-0.5%Mo steel.
490 580 26 227ekr0.07e Mok
$2{EEAEEER (PWHT)740 °C X Thr i 9 9
STG-80B6 AWS A5.28 ER80S-B6 - 0.080 (0.46 |0.42 10.40 |5.53 |0.56 |- For welding of 5%Cr-0.5%Mo steel.
5%Cr-0.5%Mo 3
495 614 25
$2 1B EEIR (PWHT)690 °C X Thr . o 1o
STG-90B3 AWS A5.28 ER90S-B3 . 0.080 0.58 |0.48 |- 237 102 |- For welding of 2.25%Cr-1%Mo steel.
590 660 22 2oetr Mo 2
$2BEAERTE (PWHT)750 °C X Thr . _ o
STG-90B9 AWS A5.28 ER90S-B9 : 0090 0.56 (024 (066 874 092 G005 Forwelding of 9%Cr1%MoV steel.
610 730 20 e Rl AoV
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Solid Wire 18845
MAG,MIG,TIG

Typical chemical composition of weld metal (wt%)

- IBEAE2 D —Bl

Y.P.(N/mm?) |T.5.(N/mm?) i i Others

Typical mechanical properties of weld metal

Brand Classification

2% 18R BE IR E B
on 8

Application =z
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[ ] For Stainless Steel T#@EL =2

SMG-3075Si

For 18%Cr-8%Ni-4Mn stainless steel welding.

STG-3075i - 600 40 0.070 | 6.74 |0.7 8.92 |19.51 |0.12 |- 18%Cr-8%Ni-4Mn 3o
SMG-308L AWS A5.9 ER308L For low carbon 18%Cr-8%Ni stainless steel welding.
STG-308L EN ISO 14343-A G/W 199 L - 380 42 0018 |1.65 1042 10302020 |- - {ECB% 18%Cr-8%Ni 8o
SMG-308LSi AWS A5.9 ER308LSi For low carbon 18%Cr-8%Ni stainless steel welding.
STG-308LSi EN 1SO 14343-A G/W 19 9 L Si : 390 42 0021 188 1078 11040 119.90 |- |- {656 18%Cr-8%Ni 50
SMG-308H AWS A5.9 ER308H For 18%Cr-8%N!i stainless steel welding.
STG-308H EN ISO 14343-AG/W 19 9H ) 595 41 0.059 11.55 1054 1927 119.60 - i 18%Cr-8%Ni
SMG-309L AWS A5.9 ER309L For low carbon 22%Cr-12%Ni stainless steel and dissimilar welding.
STG-309L EN ISO 14343-AG/W 23 121L ) 590 40 0.015 11.51 1045 12.80 123.20 - i {EA% 22%Cr-12%Ni > Z#1881%
SMG-309Mol AWS A5.9 ER309LMo For |c?w carbon 22%Cr-12%Ni-2%Mo stainless steel and dissimilar
STG-309Mol EN ISO 14343-A G/W 23 122 L - 615 41 0.026 |1.78 |0.50 |13.19 |23.72 |2.51 |- welding. N
BB 22%Cr-12%Ni-2%Mo $> B 152450 g
=
SMG-309LSi AWS A5.9 ER309LSi For low carbon 22%Cr-12%Ni stainless steel and dissimilar welding. 2
STG-309LSi EN ISO 14343-A G/W 23 12 L i - 387 39 00171181 1074 113.50123.30 - |- {60 22%Cr-12%Ni $8> B 52i%0 3
=B
SMG-310 AWS A5.9 ER310 For 25%Cr-20%Ni stainless steel and dissimilar welding. 2
STG-310 EN ISO 14343-A G/W 25 20 ) 610 41 0.090 |1.53 10.49 121.50 | 26.90 |- i 25%Cr-20%Ni > 1§21 .
SMG-312 AWS A5.9 ER312 For 29%Cr-9%Ni stainless steel and dissimilar welding.
STG-312 EN ISO 14343-A G/W 29 9 ) 710 26 0.090 11.71 1048 8.81 130.10 - i 29%Cr-9%Ni #ff» Ei1i84%0
SMG-316L AWS A5.9 ER316L For low carbon 18%Cr-12%Ni-2.5%Mao stainless steel welding.
STG-316L EN ISO 14343-A G/W 1912 31 : 580 40 0.020 1145 1051 11.50 11820 12.60 - {ECB 189%Cr-12%Ni-2.5%Mo §°
SMG-316LSi AWS A5.9 ER316LSi For low carbon 18%Cr-12%Ni-2.5%Mo stainless steel welding.
STG-316LSi ENISO 14343-AG/W 1912 3LSi ) 580 39 0.018 | 1.51 083 |11.60 |18.60 |2.61 |- &A% 18%Cr-12%Ni-2.5%Mo #fio
SMG-317L AWS A5.9 ER317L For low carbon 18%Cr-12%Ni-3.5%Mo stainless steel welding.
STG-317L ENISO 14343-AG/W 1815 3L ) 570 41 0012 11.32 1053 |13.50 119.60 |3.20 |- &A% 18%Cr-12%Ni-3.5%Mo #fijo
SMG-347 AWS A5.9 ER347 . For 18%Cr-9%Ni-Ti stainless steel welding.
STG-347 EN ISO 14343-A G/W 199 Nb : 620 40 0.030 138 061 9.31 119.40 |- Nb:0.48 | gouCr-9%NiTi 8
For welding AISI 409 , 409Ti with better corrosion resistance and
SMG-409Cb AWS A5.9 ER409Cb - 460 26 0.030 [0.65 |0.62 |0.32 |11.30 |- Nb:0.45 strength at high temperature.
BE AISI 409, 409Ti It & RIRIR IR (B EM /R R IR
SMG-410 AWS A5.9 ER410 For welding of 13%Cr stainless steel.
STG-410 EN ISO 14343-A G/W 13 ) 520 25 0.030 |0.48 1039 10.41 12.50 |- i 13%Cr $HiFHEe
. For welding of ASTM CA6NM or steels with similar chemical
SMG-410NM AWS A5.9 ER410NiMo -
STG-410NM EN ISO 14343-A G/W 13 4 - 920 21 0.016 |0.52 |0.38 [(4.55 |12.23 |0.41 |- composition.

& ASTN CA6NM FHE{LIRL 3 7 4%0
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Solid Wire 18845
MAG,MIG,TIG

Typical mechanical properties of weld metal Typical chemical composition of weld metal (wt%)

Erg"‘d %gssifiwﬁm PSR — ) | |sztean— Application =
on (=)
Y.P.(N/mm?) |T.5.(N/mm?) i i Others

[ ] For Stainless Steel T#@EL =2

a0 AWS A5.9 ER420 . 520 25 : 0310 [0.42 (038 |0.32 |13.10 - : For weldling of high carbon 13%Cr stainless steel.
wepo  mesome e s | O i

el AWS A5.9 ER439 . 505 40 : 0.030 0.65 053 |0.18 1830 - Ti0.42 For welcing of 18%Cr stainless steel.

030 AWS A5.9 ER630 : 990 10 : 0.030 (0.61 |0.59 |4.83 |16.40 - | o elding of e Cr A%l precipitation stainless steel.

For welding alloy 2205 duplex stainless steel with resistance to pitting

2%?222%)??9 ?I\\INISSSSIZ:EE:??AOZ/W 2293NL - 790 27 - 0.020 |1.63 |0.45 |9.78 |22.01 |3.15 |N:0.12 corrosion and crack. oF
22Cr &187 858 40 Alloy2205¢° %

2

For welding Alloy 2507 duplex stainless steel with resistance to pitting @

SMG-2594 AWS A5.9 ER2594 - -
STG-2594 EN ISO 14343-A G/W 259 4N L - 860 25 - 0.013 |[0.60 |0.40 |9.0 24.8 |4.0 N:0.25 corrosion and crack. B

25Cr #A8F$58 , 10 Alloy 2507°

[] For Nickel Alloy Steel #&&E 0T

. Fe:1.3 It suits for Inconel , Incoloy dissimilar metals welding and overlaying .

A R N 8o : 672 42 : 0030 270 |0.11 |Bal |20.03 |- | Nb:252 |Similar to Inconel 82.

Ti:0.3 Inconel ’Incolloy RefiffiH 7 51 2 #4884% > 18, Inconel 82 $2440

Fe:0.2
SMG-625 AWS A5.14 ERNiCrMo-3 Nb:3.61 For Inconel 625 and dissimilar metals welding.
STG-625 EN ISO 18274 S Ni 6625 - 786 42 - 0010 /0.03 10.07 165.24 |22.18 8.67 |45 Inconel 625 Alloy904L §21% > R f1554%o

Ti:0.16
SMG-276 AWS A5.14 ERNiCrMo-4 Fe:5.91 For Hastelloy C and Hastelloy C-276 welding.
STG-276 EN ISO 18274 S Ni 6276 - 745 41 - 0.010 1040 005 |Bal |15.67 \15.96 |y.3"o Hastelloy C-276 8 & 23212 RBE RIS

. . For weld alloys of similar composition as well as dissimilar joints be-
e I : 751 38 : 0.008 [0.40 (004 |Bal |21.52 1354 S50 tween Ni-Cr-Mo and stainless or low alloy steels.
~ SRFBUNE S ni-cr-mo ERFINN R4

Fe:0.55 Welding wire of Monel metal type . For welding of Monel metal , dis-
SMG-400 AWS AS.14 ERNiCu-7 : 566 41 : 0.018 (350 |0.31 |65.24 - : AL0.028 | L M Rl and overlaying, ° '
STG-400 EN ISO 18274 S Ni 4060 Ti:1.56 Monel &% > BM42i5H o

Cu:Bal

Fe:0.07
SMG-200 AWS A5.14 ERNi-1 Al:0.82 For welding of wrought and cast forms of commercially pure Nickel.
$TG-200 EN ISO 18274 S Ni 2061 : 473 37 ' 0020 1031 1037 196.14 - |- 5575 S SIS AR T o

Cu:0.005
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SAW Wire , Flux Bi$245 8252
SAW

For 490N/mm? High Tensile Steel
490N/ mm?2 RisR BTN EE 243

For = 550N/mm? High Tensile Steel
= 550N/ mm2 BRI BN EE - $24R

For = 550N/mm? High Tensile Steel (ESW)
= 550N/ mm2 #R=5R DI BIRERE (ESW)

For Stainless Steel
RSB 5245

For Stainless Steel Strip Electrodes
FEFIIRTS (SAW)

For Stainless Steel Strip Electrodes
RIS (ESW)

For Hardfacing Steel
R B N R B $RAR
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SAW Wire , Flux Bi$245 8252
SAW

Typical mechanical properties of weld metal Typical chemical composition of weld metal (wt%)

Brand Classification e SOV .
o b PSR ) | |setean— Application ==
Y.P.(N/mm?) |T.5.(N/mm?) i i Others

[] For 490N/mm? High Tensile Steel 490N/mm” &R i NTE 245

For single pass welding water pipe , pressure vessel with plate thick-
SF-38 AWS A5.17 F7A0-EM12K o
SW-M12K ENISO 14171-A S 38 2 AB S25i 415 525 31 32(-30°C) 0.090 |1.33 |0.61 |- - - - ness less than 25mm.

BEREER 25mm W ITHUKE BB BN BEERE.

For single pass or multiple passes welding for mild steel and 490N/

mm? steel used in steel structure , shipbuilding , bridges , pressure
K s & 521 460 560 29 55(-30°C) 0080 161 (053 |- |- |- |- vessel.

490N/ mm? =R ADMEN BERZ BH B EM 05 BRE 2 ER -

[E iRz

For single pass or multiple passes welding for mild steel and 490N/

SF-65 AWS A5.17 F7A2-EH14 o mm? steel used in steel structure , shipbuilding , pressure vessel where
SW-H14 ENISO 14171-AS 42 3 AB S4 490 585 30 65(-30°C) 0.080 172 1024 - i i i higher mechanical properties required.
490N/mm? =R D08 £ B 12 BT RTLIE EE M R EH R E
For single pass or multiple passes welding for mild steel and 490N/
mm? steel used in steel structure, shipbuilding, bridges, pressure
ok BWS A5 17 FTRA/PAEMIZK 456 542 28 110(-50°C ) 0070 151 042 |- |- |- - vessel.
490N/mm? &SR IAENR BERZ B OB EM S BREZERE -2
[E#24%-
For single pass or multiple passes welding for mild steel and 490N/
mm? steel used in steel structure, shipbuilding, bridges, pressure
s AWSASIZEZAG/RGEHIK N S92 s |r2oksoc) oorofrez oas |- | || iy
490N/ mm? M ERADMEMN BERZ BHE S S 05 BRE BE %
[EiF1%-

[] For = 550N/mm> High Tensile Steel = 550N/mm’ 3R 5l EINRE 2243

For single pass or multiple passes welding for 590N/mm? steel used

g
£
b
s
$
B
E
3=
]

SF-66 AWS A5.23 FSBA8-EG-G o in steel structure , shipbuilding , pressure vessel where higher mechan-
SW-60G ENISO ISO 14171-A S 46 6 FB S3Si 572 605 29 87(-60°C) 0.054 129 021 - i 0.46 - ical properties required.

590N/mm? fkimsk M8 LB IR SN RIS EEME R EFRE.

For single pass or multiple passes welding for 590N/mm? steel used
SF-68 AWS A5.23 F8A2-EG-G o in steel structure , shipbuilding , pressure vessel where higher mechan-
SW-60G ENISO 14171-A S 50 3 AB S2MO 578 638 29 71{80°C) 0.070 \1.63 1052 - i 021 - ical properties required.

590N/mm? =R /1iHE 2 BIIER BN R (EE M RERE
[] For = 550N/mm2 High Tensile Steel = 550N/mm? 3R AiHEEERE (ESW)

SF-60

CWEA0G AWS A5.25 FES80-ES-G-EW 545 637 27 43(:30°C ) 0120 152 |0.14 |- . . . For ships, bridges and general welding.

S e B E  REe
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SAW Wire , Flux Bi$245 8252
SAW

Typical mechanical properties of weld metal Typical chemical composition of weld metal (wt%)

Brand Classification et e POYIEA . .
o b PSR ) | |setean— Application ==
Y.P.(N/mm?) |T.5.(N/mm?) i i Others

[ ] For Stainless Steel T#iEaNiRE 24z

SF-30 is an alkaline agglomerated flux for welding stainless steel
o8 /2081 AWS 450 ERI0B/308L : 570 40 : 0.030 |1.58 |0.65 |9.21 |19.23 |- : storage tank, for low carbon 18%Cr-8%Ni steel.
SF-30 Jhie 4t BhER I AR A B DA B KRR 18Cr-8Ni R EEiH

SF-30 AWS A5.9 ER309/309L For low Carbon 22%Cr-12%Ni alloy steel, and dissimilar steel.
SW-309/309L ENISO 14343-AS23121L ) 567 41 i 0.030 |1.48 10.62 |13.32123.25 - i EH% -22Cr-12Ni $/8 > EMEFHER
SF-30 is an alkaline agglomerated flux for welding low carbon
S\FNS:(;] 6/316L ?r\s’lvégsliefﬁkéﬁl:kz 3L - 550 42 40(-196°C) 0.030 [1.71 |0.41 11.21 [19.11 (2.13 |- 18%Cr-12%Ni-2.5%Mo stainless steel used for chemical vessels.
SF-30 Big 14 BhiREI =] FA A A Ak 3 E A% 18Cr-8Ni-2.5Mo $2EUN1CER G
SF-33 is an alkaline agglomerated flux for welding low carbon 22%Cr-
25;2:23209 él\ivligslirfﬁiog 2293 NL - 815 25 - 0.030 [1.27 |0.49 |8.94 |22.04 2.85 |N:0.14 9%Ni-3%Mo-N stainless steel used for UNS $31803(Alloy2205).
SF-33 A5t UNS S31803 Alloy 2205 %43 22Cr-9Ni-3Mo-N°
[] For Stainless Steel Strip Electrodes F#ifiki (SAW)
SFB-S300 1R# Strip 0.015 |1.86 1029 9.43 |21.08 For welding low carbon 18%Cr-8%Ni steels with better corrosion
- - - s — ’ ’ ’ ’ ’ - - resistance.
SB-308L %_JE Second Pass 0.025 |[1.43 |0.65 |9.86 |19.25 (EF -18Cr-8Ni S8
SFB-5300 H4 Strip 0.016 |1.84 1032 [13.75 |23.51 For welding low Carbon 22%Cr-12%Ni alloy steel, and dissimilar
- - - S = ) ’ ’ ’ ’ - - steel.
SB-309L % —JZ First Pass 0.024 |1.25 |0.53 |11.83 |20.22 (55 -22Cr-12Ni S8 A5t o
SFB-S300 1725 Strip 0.018 191 1026 13.11 119.12 | 2.61 For welding low carbon 18%Cr-12%Ni-2.5%Mo steels with better
- - - s — ’ ’ ’ ’ ’ ’ - corrosion resistance.
SB-316L %_ZFE Second Pass 0.020 | 1.41 |0.53 |12.61 [19.13 |2.27 (€52 -18Cr-12Ni-2.5Mo 38 ¢
z
. . R . Z
[] For Stainless Steel Strip Electrodes Fi#iflikt (ESW) 2
SFB-E300 1R Strip 0.015 |1.86 1029 (943 |21.08 For welding low carbon 18%Cr-8%Ni steels with better corrosion Tg
i - - - —— ’ ’ ’ : e |- - resistance. 2
SB-308L %_JE Second Pass 0.019 [1.33 |0.42 |11.83 |20.45 (EF -18Cr-8Ni $BF =
$2
SFB-E300 ) i ) W75 Strip 0.016 |1.84 |0.32 |13.75 |23.51 |_ ) For low Carbon 22%Cr-12%Ni alloy steel, and dissimilar steel. ®
SB-309L %5 —Z First Pass 0.023 [1.32 |0.45 |12.58 |20.72 {EB% -22Cr-12Ni $/8 > EMEFHER
SFB-E300 1775 Strip 0.018 191 1026 13.11 119.12 2.61 For welding low carbon 18%Cr-12%Ni-2.5%Mo steels with better
SB-316L ’ ’ ’ %8 Second Pass 0.021 [1.45 |0.42 |12.73 [19.25 [2.42 | corrosion resistance.

{EB% -18Cr-12Ni-2.5Mo 5 °
[] For Hardfacing Steel EmiliEinses i#4z

Combination with hardfacing FCW SFH-XXS series.

580 ' ' ) ' ) ’ ’ ’ ’ ’ ) ) RS ERENEETA SFH-XXS.
SF-82 - B . B . i i i i i i i Combination with hardfacing FCW SFH-22S.

FARCHEE D G 224947 SFH-22S0
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Approvals of Sorex Products

FEmn50RE — BN

Carbon & Low-alloy

Stick Electrode
il R R & 230 F 581K

Stainless Stick Electrode
REBEEE

Carbon Flux Cored Wire
Tl B3 B2 5245

Low-alloy Flux Cored Wire
BEESilazERg

Stainless Flux Cored Wire
IS e

Carbon TIG & MIG Solid

Wires
BREHE LIRAR

Nickel-Alloy Solid Wire
HEEME OIRE
Stainless Steel Solid Wire
REFHE O IRAT

Carbon Steel Submerged

Arc Consumables
B afe) 2 N S8 A

Brand Name
AeE
SM-03
SM-10
SM-13
SL-50
SL-58
SLH-58
SR-86B2
SR-96B3

SL-108M

S$S-308L
SS-309L
§5-310
$S-312
§5-316L
$S-347
§5-2209
SFC-71
SFC-71
SFC-71)
SFC-71)
SFC-71M
SFC-75
SFC-70C
SFC-81M
SFC-81M

SFC-110

SFC-81Nil
SFC-81K2
SFC-81K2

SFC-307
SFC-308L
SFC-309L

SFC-309Mol
SFC-316L
SFC-317L
SFC-347L
SFC-410NiMo
SFC-2209
SFC-316H
STG-50
STG-56
SMG-6

SMG-60

SMG-60N

SMG-10TM

STG-625

STG-2594

SF-65 x SW-M12K
SF-66 x SW-H12K
SF-68 x SW-60G
SF-66 x SW-60G
SF-70XSW-101M

AWS
Code

E6019
E6013
E7016
E7018
E7018-1H4
E8016-B2
E9016-B3

E10018-M

E308L-16
E309L-16
E310-16
E312-16
E316L-16
E347-16
E2209-16
E71T-1C
E71T-IM
E71T-1CJ
E71T-1M-)
E70C-6C/M
E71T-5C/M
E70C-1C
E80C-G
E80C-G

ET11T1-GM

E81TI-NiC
E81T1-K2C
E81T1-K2M
E307T1-1
E308LT1-1
E309LT1-1
E309LMoT1-1
E316LT1-1
E317LT1-1
E3471T1-1
E410NiMoT1-1
E2209T1-1
E316HT1-1
ER70S-G
ER70S-6
ER70S-6
ER80S-G
ER80S-G

ERNiCrMo-3

ER2594

F7A2-EM12K

F7A4-EH12K
F8A2-EG-G
F8A8-EG-G

Shield Gas

EEREE

0 z|o

M

M/(C&M for CE Mark)

C/(C&M for CE Mark)
C

ZTloloT|Zo

C
C/(C&M for CE Mark)
C/(C&M for CE Mark)
C
C/(C&M for CE Mark)
C
C
C
C/(C&M for CE Mark)
C
A
A
C/M
C/M
C/M

Ar

Ar

I
e [ [ | omamm | o [owe | w | w [ o]

AWS A5.1 E7016
3Y H5
4YQ420 H5
AWS A5.5 E8016-B2
AWS A5.5 E9016-B3

3YSA H5
3YSA H5
4YSA H5
4YSA H5
3YSA H5

AWS A5.29 E111T1-GM-H4
AWS A5.29 E111T1-K3M-JH4

AWS A5.22 E308LT1-1
AWS A5.22 E309LT1-1
AWS A5.22 E309LMoT1-1
AWS A5.22 E316LT1-1
AWS A5.22 E3171T1-1
AWS A5.22 E347T1-1

AWS A5.22 E2209T1-1

AWS A5.18 ER70S-G

AWS A5.18 ER70S-6
3Y400

AWS A5.14-2018 ERNiCrMo-3

AWS A5.9 -2012 ER2594

3YM H10

3YSMH5
S3YMHS5

SA3Y H5

5Y46S H5

308L

309L

316L

2205

Remark (Ff{zE) :

ABS: American Bureau of Shipping =
BV:Bureau Veritas EEEMHE

CCS: China Classification Society HEIft#R L

e

CPR-CE MARK :European Community (CE) Construction Products EXEREEEEATHLE R

CR:CR Classification Society FEISEHHL

DNV:GL:DNV GL Det Norske Veritas & Germanischer Lloyd AS GROUP fi#ktt

LR:Lloyd's Register Asia 5 ECEaAH 1 & 5

() 4R

ENISO 2560-A-E380R 12
ENISO 2560-A-E423B12H5
ENISO 2560-A -E423 B3 2H5
ENISO 2560-A -E42 4B3 2 H5

E698-M1(MiIL-
10018-M1)

ENISO3581-AE199LR12
ENISO 3581-AE23 12LR 12

ENISO 3581-A-E299R 12
ENISO3581-A-E19123LR12

ENISO3581-AE2293 NLR12
ENISO 17632-A-T422PC1 1 H5 3YSH5
ENISO 17632-A-T42 2 P M21 1 H5
ENISO 17632:2015-A-T46 4P C1 1 H5
ENISO 17632:2015-A-T46 4P M21 1 H5
ENISO 17632-A-T42 4 M C1/M21 1 H5
ENISO 17632-A-T42 3B C1/M21 1 H5

3YS H5

ENISO 17632-A-T46 6ZM C1 1 H5
ENISO 17632-A-T46 6 ZM M21 1 H5

ENISO 17632-A-T46 3 INiPC1 1 H5
ENISO 17632-A-T46 6 1.5NiPC1 1 H5
ENISO 17632-A-T46 6 1.5Ni P M21 1 H5

304L ENISO 17633-A-T19 9 LP C1/M21 2

309L ENISO 17633-A-T23 12LP C1/M21 2
ENISO 17633-A-T23122LPC12

316L ENISO 17633-A-T19 123 LPC1/M21 2

2205 ENISO 17633-A-T22 93N LPC1/M212

ENISO 14341-A-G 42 3 C1/M21 ZH5
ENISO 14341-A-G 46 4 C1/M21 ZH5
ENISO 14341-A-G 46 6 C1/M21 ZH5

ENISO 14341-A-G 46 6 C1/M21 Z H5 CRE695-2(MIL-100S-1)

9Ni

2750

ENISO 14171-A-S 42 3 AB S2Si
ENISO 14171-A-S 46 5 FB S3Si
ENISO 14171-A-S 46 3 AB S2Mo
ENISO 14171-A-S 46 6 FB S3Si H5

3YMHI10

CRE69S-5/E69S-1F

Please refer to our website for latest product approvals. &#iE®saEEHR

NK:Nippon Kaiji Kyokai B&i8=15&
KR:Korean Register of Shipping ¥

RINA:Registro ltaliano Navale EAFIAHREE

PRS: KM AR 4t

C:.CO2
M:75-80%Ar/bal CO2
A Ar Gas

3YH5
4Y42 H5
304Lm
SS/CMn m
316Lm
I YMS(H5) 3YSH5 KSW53G(C)H5 | 3YSG(C)H5 | 3YSMH5
I'YH5S 3YSH5 3YSM H5
IVY42MS( H5) 4YS H5
IVY42MS( H5) 4YS H5
IVY42MS( H5) 4YS H5
I'YH5S 3YSH5
IIYMS(H5) KSW53G(C)H5
V Y46MS(H5)
IV Y46 MS(H5)
V Y46MS(H5)
V Y46MS(H5)
VL 308L 304LS
VL309L $5/CMn §
VL316L 316LS
Duplex Steel
VL3146
IVY42MS( H5)
Y46MS(H5)
YM H5 3YMH10 KAW53MH10 3YM H5
IVY42M H5
V YA6M(H5)

e

BRZ

3YS H5
3YSH5
4YS H5
4YS H5

3YM H5
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Contact us

NE S E

® Head office ©27

Address:No. 68, Ln. 358, Sec. 2,Wenhua R., Rende Dist.,
Tainan City 717, Taiwan.
BEAEMICEEER T 358 & 68 5%)
TEL:+886-6-2662289
FAX:+886-6-2662279

E-mail: sorex@sorex.com.tw

® Taipei office sz
TEL:+886-3-3137038
FAX:+886-3-3135570

® Taichung office i

TEL:+886-4-23355126
FAX:+886-4-23350997

® Kaohsiung office =i

TEL:+886-7-7873552
FAX:+886-7-7875323
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	空白頁面



