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Main Products

ER705-6 ,Co2 series gas shielded welding wire; drum packing

welding wire; ET1T-1, E7T1T-11,E71T-GS series flux-cored welding

Company Profile

wire; minimum dia can achieve 0.6 mm.

Company Brand

*
- - " : oo Company Certification
Jiangsu Giant Welding Co.,Ltd. is located in Changzhou,
Jiangsu Province, established in October, 2012, with a total
investment of 50 million RMB, covers an area of 33000 square, 1S09001 quality system certification , the products have CE, DB, TUV and so on .

and employs more than 80 people.

Business Philosophy

The devil is in the details,
The details determine the future

Company Future

High quality and good price Follow the time and never stop Based on the market and always change
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ER?DS

ER?DS -6

Standard: Chemical Compaosition % Standard: Chemical Compaosition %

AWS AS.18

AWS A5.18
ER70 -b

EELINVINEN 0.06~0.15 0.90-1.40 0.45-0.75

<0.50 =0.035 =0.025 $0.15 £0.50 =0.035 =0.025 £0.15

Spaal (MIG) Tube (TIG)

0.8, 0.9, 1.0, 1.2, 16, 2.0 16, 2.0, 24, 3.2, 4.0, 5.0
5100 f 1kg 5200 / Skg 5270,5300 { 15kg-20kg 5kg / box 10kg [ box length :1000MM

Mecharical Yield Strength (Mpa) Elongation A (%) Impact Value KV2 [J] -20°C

0.8, 0.9, 1.0, 1.2, 1.6, 2.0 1.6, 2.0, 2.4, 3.2, 4.0, 5.0

$100 / 1kg $200 / 5kg $270,5300 / 15kg-20kg
Package 100KG / Drum  250KG / Drum 5kg / box 10kg [ box length :1000MM
350KG [ Drum  500KG [ Drum

Properties > 97 : Tensile Strength (Mpa ) | Vield Strength (Mpa) Elongation A (%) | Impact Value §

V() -201

T > >27
(MM ) 0.8 1.0 1.2 1.6
Diameter { MM ) 0.8 1.0 1.2 1.6
i Welding Current A 50 = 100 50 - 220 80 - 350 170 = 550 - DA
; Welding Current A 50 -100 50 - 220 80 - 350 170 - 550
Welding 15 15.20 15— 25 20 - 25 i it i
Welcing 1 2 Gas-flow L/min 15 15-20 15-25 20 - 25

Carbon steel argon arc welding wire has excellent plasticity, toughness and crack

el resistance, especially high impact toughness at low temperature.
characteristics Performance resistance, especially low impact toughness at low temperature.

Can be used for carbon steel and certain low-alloy steels. i
characteristics

Can be used for carbon steel and certain low-alloy steels.

Carbon steel argon arc welding wire has excellent plasticity, toughness and crack

Application 1. Welding of various 500 N / mm2 tensile strength grade structural steel components. i : ; .
Application 1. Welding of various 500 N / mm2 tensile strength grade structural steel components.

1. The product can be kept for two years under the condition of factory packing and
sealed, and the packing can be removed for three months under the usual atmospheric
environment.

sealed, and the packing can be removed for three months under the usual
atmospheric environment.

Notice 2. Products should be stored in a ventilated, dry and place.

2. Products should he stored in a ventilated, dry and place.
3. After the wire is removed from the package, it is recommended that appropriate
dust proof cover be applied over the wire.

dust proof cover be applied over the wire.

1. The product can be kept for two years under the condition of factory packing and

3. After the wire is removed from the package, it is recommended that appropriate
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Chemical Composition %

c Mn Si Ti S P

0.07~0.10 1.51~1.80 0.65~1,00 0.15~0.20 <0,035 <0,035
Actually: As agreed between supplier and purchaser | Normal ER70S-6 + Ti |

Spool (MIG) Tube (TIG)

08,09, 1.0, 1.2, 1.6, 2.0 16, 2.0, 2.4, 3.2, 4.0, 5.0

5100 { 1kg S200 / 5kg $270,5300 { 15kg-20kg Skg { box 10kg [ box length :1000MM

Yield Strength (Mpa)

Kv2 (1] -30%

2 400 As agreed between supplier and purchaser
0.8 1.0 1.2 1.6
MIG Y 50 =100 50=220 80 = 350 170 = 550
Welding 15 15.20 15- 25 20-25

The addition of trace Ti element ER70S-G on the basis of ER70S-6 can help to reduce

Aldsrinainss the spatter in CO2 gas shielded welding.

SClcaGRIe] By optimizing the chemical composition of the welding wire, the welding spatter and
the weld forming can be matched properly.

Application 1. Welding of various 500 N / mm2 tensile strength grade structural steel components,

1. The product can be kept for two years under the condition of factory packing and
sealed, and the packing can be removed for three months under the usual atmospheric
environment.

Natice 2. Products should be stored in a ventilated, dry and place.

3. After the wire is removed from the package, it is recommended that appropriate
dust proof cover be applied over the wire.

Jiangsu Giant Welding Co. Ltd

Chemical Compaosition %
andin:

AWS E71T-1 .

Si § P

Spaal (MIG)

0.8, 0.9, 1.0. 12, 1.6, 2.0 §100/1kg S200/5kg 5270,5300/15kg-20kg

Deposited metal diffusible hydrogen

X~ ray detestion requirements; | (Chromatography or Mercury): =10ml/100g

Yield Strength (Mpa) Tensile (Mpa) Elongation (%) KV Impact Energyl)] -26°C
490 ~ 670 222 227
Diameter { MM ) 1.0 1.2 1.4 1.6
Downward welding 80 - 250 120 - 300 140 - 400 180 ~ 450
Welding |— =
Current - A_|Vertical ipward welding 120 - 260 150 - 270 180 - 280
Vertical down welding 200 - 300 220 - 300 250 - 300
Horizontal welding 120 - 280 150 - 320 180 - 350

ET1T-1 is titanium oxide type CO2 gas shielded flux cored wire with excellent welding
Barformanca performance and soft and stable arc. : . ; :

e Small splash, easy slag removal, beautiful welding seam. Suitable for welding and
WEIEREINTEN welding, can all position of welding, the welding efficiency Is high.
The weld metal is treated with trace elements , and has good low - temperature
toughness , good crack resistance and stable and reliable intrinsic quality .

- The welding of structural parts of carbon steel and low alloy structural steel with
Application tensile strength 2 490 MPA is the most widely used in the welding of important
structures such as shipbuilding.

1. Welding workpiece should be done oil removal, rust removal treatment.

2. During welding , the gas flow is generally between 20 and 25 L / min .

Notice 3. When flux-cored wire is welded, the dry elongation should be 15 ~ 25 mm.

4. Welding wire warehouse humidity should be maintained no more than 60%.

5. Non-vacuum packaging wire storage time should not exceed half a year, vacuum
packaging wire storage time should not exceed one year.

Jiangsu Giant Welding Co. Ltd




E71T-11

: ]
Stanard: Chemical Composition %

AWS E7TT-11 - Mn 7 % = 7

$1.75 < 0.60 < 0.03 < 0.03

0.8, 0.9, 1.0, 1.2, 1.6

Yield Strength (Mpa)

Diameter { MM ) 1.0 1.2 1.6

2 Weldir Ton = i -
Welding Welding Current A 60 - 180 80 - 220 110 - 270
Welding Voltage- V 12-20 13-22 14 - 26

E717-11 is self-shielded flux-cored wire with excellent welding performance and soft
and stable arc.

il Small splash, easy slag removal, beautiful welding seam. Suitable for welding and
ikicaciaged welding, can all position of welding, the welding efficiency is high.

The weld metal is treated with trace elements , and has good low - temperature
toughness , good crack resistance and stable and reliable intrinsic quality .

The welding of structural parts of carbon steel and low alloy structural steel with
Application tensile strength 2 490 MPA is the most widely used in the welding of important
structures such as shipbuilding.

1. Welding workpiece should be done oil removal, rust removal treatment.

2. Welding wire warehouse humidity should be maintained no more than 60%.

Natice

3, Non-vacuum packaging wire storage time should not exceed half a year, vacuum
packaging wire storage time should not exceed one year.

Jiangsu Giant Welding Co.Ltd

E7T1T-GS

. Chemical Composition %
S
UEIET - e ~ x ; -
0.26 0.91 0.50 0.014 0.018 2.05
0.22 1.00 0.24 0.005 0.015 2.02

0.8, 0.9, 1.0, 1.2, 1.6, 2.0 §100/1kg 5200/Skg 5270{15kg

Deposited metal diffusible hydrogen
[Chromatography or Mercury): -

X - ray detection requirements; ||

160 - 220
55-120 120 - 180 140 - 200 160 - 220

170 - 250 180 - 280

el E71T-GS is a self-shielded flux-cored wire, with good arc stability, vertical direction
e nenel  and good shape of welding pipe.
Perfect welding joint can also be obtained when the wind speed is about 10M/S.

Application Light weight steel frame, Suitable for low impact value, plate thickness 1.0-4.5 mm
welding.

1. Welding workpiece should be done oil removal, rust removal treatment.

2. Welding current should be used DCP; note-it is only necessary to change the
polarity of the voltage detection line due to the variable-voltage source.

Notice

3. When flux-cored wire is welded, the dry elongation should be 10 ~ 20 mm.
4. Welding wire warehouse humidity should be maintained no more than 60%.

5. Non-vacuum packaging wire storage time should not exceed half a year, vacuum
packaging wire storage time should not exceed one year.

Jiangsu Giant Welding Co. Ltd



Standard; Chemical Composition %

AWS AS.10
AWS ER1100

Si Fe Cu
Grade ER1100 S0 0.05-0.2

Spoal (MIG)

£0.05 £0.10 £0.01 2499

0.8, 09, 10,12, 1.6, 2.0 1.6, 2.0, 2.4, 3.2, 4.0, 5.0

5100 {0.5kg S200 / 2kg 5270.5300 / 6-Tkg 5360 /20kg Skg / box 10kg / box length :1000MM

Mechanical ion Tempera Electrical IACS |  Heat W) isile Mp Yield Mpa Elongation %

Properties

646 ~ 657 62% 210 =230 70 - 95 30~ 55 20 =30
Diameter [ MM ) 1.2 1.8 2.0
MIG Welding Current A 180 - 300 200 - 400 240 - 450
Weidlng Welding Voltage- V 18 - 26 20 - 28 22-32
TG Diameter [ MM ) 20=-24 24-4.0 4.0=50

deading 150 - 250 200 - 320 220 - 400

Purity aluminium, Al 299.0%

Excellent corrosion resistance, excellent thermal conductivity, electrical conductivity
LEUEE  and excellent machinability.

[EIcEE(el  The welding seam is beautiful and bright, the arc is stable and the spatter is small.
Good color matching after anodic treatment, recommended for welding 1000 series
aluminum alloy,

Filling material for pure aluminum welding.

Application It is widely used in connection of aluminum busbar and guide bar in electrolytic
aluminum factory and welding of related aluminum alloy such as electric power.

1. The product can be kept for two years under the condition of factory packing and
sealed, and the packing can be removed for three months under the usual atmospheric
environment.

2. Products should be stored in a ventilated, dry and place.

3. After the wire is removed from the package, it is recommended that appropriate
dust proof cover be applied over the wire.

Jiangsu Giant Welding Co.,Ltd

ER4043

Standard; Chemical Composition %

AWS AS.10
AWS ER4043 Si Fe Cu Mn Zn Other AL

Grade ER4043 CEEE R <0.40

Spoal (MIG)

£0.30 $0.05 £0.10 - Rest

Tube (TIG)

0.8, 0.9, 1.0, 1.2, 1.6, 2.0

- S100 f0.5kg 5200/ 2kg 5270,5300 { 6-Thg S360 /20kg 5kg [ box 10kg / box length :1000MM

Tensile Mpa Yield Mpa Elongation %

16, 2.0, 2.4, 3.2, 4.0, 5.0

130 - 160 70 - 120 10-18
Diameter { MM ) 1.2 1.6 2.0
Welding Current A 180 = 300 200 - 400 240 - 450
Weline Welding Voltage-V. 18 - 26 20 - 28 22-32
TG Diameter ( MM ) 1.6=-2.4 2.4-4.0 4.0-5.0

Weiding Welding Cutrent A 150 - 250 200 - 320 220 - 400

5% content of i, aluminum silicon alloy welding wire, has good fluidity. It is used for
welding forging and casting materials because of low sensitivity to hot cracking.
sl It is easy to produce brittle Mg28Si in the weld seam during welding, which reduces the
RTIele el Plasticity and corrosion resistance of the joint.

B The welding is beautiful and bright, the arc is stable, the spatter is small, but after
anodizing, the color is different from the base metal.

Recommended for welding 6061 ,6XXX series;3XXXand2XXX series aluminum alloy.

1. The product can be kept for two years under the condition of factory packing and
sealed, and the packing can be removed for three months under the usual atmospheric
environment.

2. Products should be stored in a ventilated, dry and place.

3. After the wire is removed from the package, it is recommended that appropriate

dust proof cover be applied over the wire.

Jiangsu Giant Welding Co.,Ltd




Chemical Composition %
AWS A5.10

ER5356 Si Fe Cu Mn Zn Mg AL

Standard: Standard;

AWS A 5.5
YBIT5092

$0.25 <0.40

<0.10 0.05-0.2 <010 4.5-5.5 Rest

Spool {MIG) Tube (TIG)

0.8, 0.9, 1.0, 1.2, 1.6, 2.0

§ |
S100 /0.5kg S200 { 2kg S270,8300 [ 6-Tkg 5360 [20kg

2

1.6, 2.0, 24, 3.2, 4.0, 5.0

Gkg [ box 10kg / box length :1000MM

Mechanica Yield Mpa Elongation %

Properties

Mechanical
Properties

574 - 638 250-300  120-160  15-25
Diameter { MM ) 1.2 1.6 2.0

MIG Welding Current A 180 - 300 200 - 400 240 - 450
Weldi —

i Welding Voltage- V 18 - 28 20-24 22-34 T

Application

116 Diameter { MM ) 1.6-24 24-4.0 4.0-5.0

Wexling Welding Current A 150 - 250 200 - 320 220 - 400

Itis also called HS331, an aluminum alloy welding wire containing 5% magnesium. It
has good corrosion resistance, thermal cracking resistance, high strength and good
Forgability ;

The weld formation is beautiful and fine, the spatter is little, and the anodizing
treatment is white;

Can provide good coler matching, is a widely used general purpose welding materials

Perfarmance
characteristics

Notice

Apolicat; It is also used in the welding of aluminum, silicon, magnesium, aluminum, zinc and

LG magnesium alloy and the repair welding of aluminum and magnesium alloy castings.

1. The product can be kept for two years under the condition of factory packing and
sealed, and the packing can be removed for three months under the usual atmospheric
environment.

2. Products should be stored in a ventilated, dry and place.

3. After the wire is removed from the package, it is recommended that appropriate
dust proof cover be applied over the wire.

Jiangsu Giant Welding Co.,Ltd

Grade ER304 £0.08

Tensile Strength Mpa

ER304

Chemical Composition %

c Mn Si Cr Ni P s
1.0-25

£0.60 17-19 g-1 £0.03 £0.03

1.6, 2.0, 2.4, 3.2, 4.0, 5.0

Spoal (MIG)
0.8, 0.9, 1.0, 1.2, 1.6, 2.0
5100 f1kg 5200 ( 5kg 5270,5300 [ 15-20kg 5kg [ box

10kg / box length :1000MM

Elongation after fracture A (%)

2 520
0.8 1.0 12 1.6 2.0 2.5 3.2
70~150  100~200 140~220 50~100 100~200 200~300 300 ~400

ER304, also known as HOCr18Ni9, is used in the welding of similar base materials,
equipment and machine parts that require good comprehensive performance, furniture
decoration and food medical industry.

. Oil, dirt and rust on the welding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface
of the groove and its surroundings should be polished with metallic gloss.

. In order to obtain good mechanical properties of welding seam, suggest protect gas
Ar+2'%02 and shield gas flow rate 20-25 L/min for MIG welding. For TIG welding,
suggest protect gas pure Ar and shield gas flow rate 8-15 L/min ,Arc length 1~3 mm;
wind speed limit £ 1.0 m/s, argon protection at the back of welding area .

. In the welding process, the welding line energy directly affects the mechanical
properties and crack resistance of weld metal, and should be paid more attention to.

. The above welding methods, conditions and specifications are for reference only.

Users should evaluate the welding process according to their own welding
characteristics before using the welding wire for the formal product welding.

Jiangsu Giant Welding Co. Ltd



ER307Si

Chemical Composition %

c Mn Si Cr Ni 1 s Mo Cu

YB/T5002
il 0.04-0.14 65-8.0 0.65-1.00 185-22 8-10.75 <0.03 <0.03 <0.75 <0.75 3
] 0.8, 0.9. 1.0, 1.2, 1.6, 2.0 1.6, 2.0, 2.4, 3.2, 4.0, 5.0

5100 /1kg S200 [ 5kg S270,S300 [ 15-20kg

Tensile Strength Mpa

Skg [ box 10kg / box length :1000MM

Elongation after fracture A (% )

ER3078i welding wire, also known as HO9Cr21Ni9Mn4Mo. it is a kind of austenitic
stainless steel MIGG TIG welding wire. The weld metal has good ductility and crack
resistance and low crack sensitivity due to its high manganese content. It is suitable
for non-magnetic steel, high manganese steel and so on.

Application

Application

It is used for welding of high strength steel, different kinds of steel, such as H617 steel.

=

1. Qil, dirt and rust on the welding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface
around 10mm of the groove and its surroundings should be polished with metallic gloss.

(X ]

2. In order to obtain good mechanical properties of welding seam, suggest protect gas

Not'ﬁce Ar+2%02.

3. In the welding process, the welding line energy directly affects the mechanical
properties and crack resistance of weld metal, and should be paid more attention to.

Lo

4, The above welding methods, conditions and specifications are for reference only.
Users should evaluate the welding process according to their own welding
characteristics before using the welding wire for the formal product welding.

Jiangsu Giant Welding Co. Ltd

Tensile Strength Mpa

Chemical Composition %

Cc (e, Ni P

Grade ER308 BN} 1.0-25 03-065 195-22 9-11 <0.03 <0.03 20.75 £0.75

0.8, 0.9, 1.0, 1.2, 1.6, 2.0 1.6, 2.0, 2.4, 3.2, 4.0, 5.0

5100 [1kg 5200 / 5kg $270,5300 [ 15-20kg 5kg / box 10kg / box length :1000MM

Elongation after fracture A (%)

> 590 2 550 235
0.8 1.0 12 16 2.0 25 32 eter (MM ) IR 1.0 1.2 16 2.0 25 32
70~150 100~200 140~220 50~100 100~200 200~300 300 ~ 400 70~150 100~200 140~-220 50~100 100~200 200~300 300 ~ 400

ER308 welding wire is also called H0BCr21Ni108i, the main component is 18Cr-8Ni. the
weld metal has good mechanical properties and intergranular corrosion resistance, and
the weld seam has good crack resistance.

For welding 18-8. 18-12 and 20-10 austenitic stainless steels, it is often used in the
welding of similar parent metals, especially Type 304, such as 0Cr19Ni9. 00Cr19Ni10 steel.

. Oil, dirt and rust on the welding wire surface should be removed before welding.

Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface
of the groove and its surroundings should be polished with metallic gloss.

. In order to obtain good mechanical properties of welding seam, suggest protect gas

Ar+2%02 and shield gas flow rate 20-25 L/min for MIG welding. For TIG welding,suggest
protect gas pure Ar and shield gas flow rate 8-15 L/min ,Arc length 1~3 mm; Length of
the tungsten pole is about 3~5 mm; wind speed limit £ 1.0 m/s, argon protection at the
back of welding area .

. In the welding process, the welding line energy directly affects the mechanical

properties and crack resistance of weld metal, and should be paid more attention to.

. The above welding methods, conditions and specifications are for reference only.

Users should evaluate the welding process according to their own welding
characteristics before using the welding wire for the formal product welding.

Jiangsu Giant Welding Co.,Ltd




ER308L

Chemical Compaosition %

c Mn Si Cr Ni P s Mo Cu

Grade ER308L [

Standard:

1.0-25 03-065 195-22 9-11 £0.03 £0.03 <0.75 20.75

16, 20, 24, 3.2, 4.0, 5.0

Spoal (MIG)
0.8, 0.9, 1.0, 1.2, 1.6, 2.0

$100 /1kg 5200 [ 5kg 5270,S300 [ 15-20kg

Tensile Strength Mpa

2 520

5kg [/ box 10kg / box length :1000MM

Elongation after fracture A (%)

0.8 1.0 1.2 1.6 2.0 2.5 3.2

70~150 100~200 140~220 50~100 100~200 200~300 300~ 400

ER308L welding wire is also called HO3Cr21Ni10Si. it is a welding wire for ultra-low
carbon stainless steel. The welding process is excellent and the weld metal is of
ultra-low carbon type, which reduces the precipitation of intergranular carbides. The
intergranular corrosion resistance is excellent.

Used for welding ultra-low carbon 00Cr19Ni10 stainless steel structures or corrosion
resistance below 300 C steel 0Cr18Ni10Ti. Mainly used for synthetic fiber, welding
18Cr-8Ni stainless steel, arc stable, due to the increase of Si content, welding operation
and fluidity better.

Application

=y

. Oil, dirt and rust on the welding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface
of the groove and its surroundings should be polished with metallic gloss.
2. In order to obtain ?ood mechanical properties of welding seam, suggest protect gas
Ar+2%02 and shield gas flow rate 20-25 L/min for MIG welding. For TIG welding,suggest

Notice protect gas pure Ar and shield gas flow rate 8-15 L/min ,Arc length 1~3 mm; Length of
the tungsten pole is about 3 ~5 mm; wind speed limit < 1.0 m/s, argon protection at the
back of welding area .

3. In the welding process, the welding line ener?y directly affects the mechanical

properties and crack resistance of weld metal, and should be paid more attention to.

4. The above welding methods, conditions and specifications are for reference only.

Users should evaluate the welding process according to their own welding

characteristics before using the welding wire for the formal product welding.

Jiangsu Giant Welding Co.,Ltd

Standard;

AWS A 5.9
YB/T5092

Grade ER308LSI

Application

Tensile Strength Mpa

ER308LSi

Chemical Compaosition %

c Mn Si Cr Ni P s Mo Cu
<003 1.0-25 0.65-1.00 195-22 9-11 <0.03 <0.03 <0.75  <0.75
Spool (MIG) Tube (TIG)
0.8, 0.9, 1.0, 1.2, 1.6, 2.0 1.6, 2.0, 2.4, 3.2, 4.0, 5.0

S100 [1kg 5200/ 5kg $270,5300 [ 15-20kg 5kg /box 10kg / box length :1000MM

Elongation after fracture A (%)

2 580 235

0.8 1.0 1.2 1.6 2.0 2.5 3.2

70~150 100~200 140~220 50~100 100~200 200~300 300~ 400

ER308LSi wire, also called H03Cr21Ni10Si1, is an ultra-low carbon stainless steel MIG
welding material, and its deposited metal is ultra low carbon type. Because of the addition
of Si, the fluidity is better, the shape is more beautiful, the arc is stable, the spatter is
little, and the excellent comprehensive mechanical properties are obtained.

Widely used in railway locomotives,such as welding ultra-low carbon 18Cr-8Ni stainless
steel, welding arc stability, beautiful welding, strong crack resistance. Due to the increase
of Si content, welding operation and fluidity of molten gold are better,

1. Qil, dirt and rust on the welding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
Vwelding place, so as to prevent blowhole, crack and so on during welding. The surface
of the groove and its surroundings should be polished with metallic gloss.

2. In order to obtain good mechanical properties of welding seam, suggest protect gas
Ar+2%02 and shield gas flow rate 20-25 L/min for MIG welding. For TIG welding,su?‘gest
protect gas pure Ar and shield gas flow rate 8-15 L/imin ,Arc length 1~3 mm; Length of
the tungsten pole is about 3~5 mm; wind speed limit £ 1.0 mis, argon protection at the
back of welding ara .

3. In the welding process, the welding line energy directly affects the mechanical
properties and crack resistance of weld metal, and should be paid more attention to.

4. The above welding methods, conditions and specifications are for reference only.
Users should evaluate the welding ?rocess according to their own welding
characteristics before using the welding wire for the formal product welding.

Jiangsu Giant Welding Co.,Ltd




Standard:; Chemical Composition %

AWS A 5.9
YB/T5002 c Mn i cr Ni P s Mo Cu

Y8
Grade ER309 <012  1.0-25 0.3-085 23-25 12-14  <0.03 <0.03 <0.75  $0.75

=

€

0.8, 0.9, 1.0, 1.2, 1.6, 2.0 16, 2.0, 2.4, 3.2, 4.0, 5.0

$100 /1kg S200 [ 5kg S270,5300 [ 15-20kg Skg / box 10kg [ box length :1000MM

Mechanical Tensile Strength Mpa

PI'G-[.Er{IES 2 530 230

Elongation after fracture A (% )

0.8 1.0 1.2 1.6 2.0 2.5 3.2

Diameter { MM ) i ! : ; ! i :
70 ~ 150 100~ 200 140 ~ 220 50~100 100~200 200~300 300 ~400
ER309, also known as H12Cr24Ni138i. is used to weld the same type of stainless steel,
stainless steel lining, dissimilar steel Cr19Ni10 and low carbon steel} and high
chromium steel, high manganese steel, etc. The weld metal has good mechanical
P properties, crack resistance and oxidation resistance, as well as excellent heat and

PP corrosion resistance.
It can be used in 22Cr-12Ni steel welding, good heat resistance and corrosion
resistance, stable arc, beautiful weld.

1. Qil, dirt and rust on the welding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface
of the groove and its surroundings should be polished with metallic gloss.

2. In order to obtain ?ood mechanical properties of welding seam, suggest protect gas
Ar+2%02 and shield gas flow rate 20-25 L/min for MIG welding. For TIG welding,suggest
protect gas pure Ar and shield gas flow rate 8-15 L/min ,Arc length 1 ~3 mm; Length of
the tungsten pole is about 3 ~5 mm; wind speed limit < 1.0 m/s, argon protection at the
back of welding area .

3. In the welding process, the welding line enar?y directly affects the mechanical
properties and crack resistance of weld metal, and should be paid more attention to,

4, The above welding methods, conditions and specifications are for reference only.
Users should evaluate the welding process according to their own welding
characteristics before using the welding wire for the formal product welding

Jiangsu Giant Welding Co. Ltd

Standard; Chemical Composition %
AWS A 5.9
YB/T5002 c Mn Si Cr Ni P S Mo Cu

<0.03 23=15

1.0-25 0.3-0.65 12-14 £0.03 £0.03 20.75 £0.75

Spool (MIG) Tube (TIG)

1.6, 2.0, 2.4, 3.2, 4.0, 5.0

0.8, 0.9, 1.0, 1.2, 1.6. 2.0

§100 /1kg $200 / kg $270,5300 [ 15-20kg Bkg /box 10kg [ box length :1000MM
Elongation after fracture A (%)
2520 230
0.8 1.0 1.2 1.6 2.0 2.5 3.2

70~150 100~200 140~220 50~100 100~200 200~300 300~400

ER309L, also known as HO3Cr24Ni138i, is the welding wire for ultra-low carbon stainless
steel. Its weld metal is super low carbon. Because of low carbon content, it does not cause
carbide precipitation in intergranular, and has excellent intergranular corrosion resistance.
The same type of stainless steel structure, composite steel and dissimilar steel are used in
synthetic fiber, petrochemical equipment and so on. They can also be used in nuclear
reactor, pressure vessel inner wall transition layer surfacing welding and tower inner
member welding.

Application

1. Oil, dirt and rust on the welding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface
of the groove and its surroundings should be polished with metallic gloss.

2. In order to obtain ?uod mechanical properties of welding seam, sug%esl protect gas
Ar+2%02 and shield gas flow rate 20-25 Limin for MIG welding. For TIG welding,suggest

Naotice protect gas pure Ar and shield gas flow rate 8-15 Limin ,Arc length 13 mm; Length of

the tungsten pole is about 3 ~5 mm; wind speed limit £ 1.0 mfs, argon protection at the
back of welding area .

. In the welding process, the welding line energy directly affects the mechanical

gruparties and crack resistance of weld metal, and should be paid more attention to.

. The above weldinF methods, conditions and specifications are for reference only.

Users should evaluate the welding process according to their own welding characteristics
before using the welding wire for the formal product welding.

s W

Jiangsu Giant Welding Co., Ltd




ER309LS|

Standard: Chemical Compaosition %

AWS A 5 9
YB/T5052

CRNLIRY <003 1.0-25 065-10 23-25 12-14  <0.03 <0.03 <0.75  <0.75

0.8, 0.9, 1.0, 1.2, 1.6, 2.0 16. 2.0, 2.4, 3.2, 4.0, 5.0

§100 f1kg $200 / 5kg $270,5300 / 15-20kg 5kg / box 10kg / box length ;1000MM

Mechanical Tensile Strength Mpa

2 550

Elongation after fracture A (%)

0.8 1.0 1.2 1.6 2.0 2.5 3.2

70~150  100~200 140~220 50~100 100~200 200 ~300 300~ 400

ER309LSi, also known as HO3Cr24Ni13S8i1, is mainly composed of ultra-low C-23Cr-13Ni.
It is a stainless steel MIG wire, which can be welded in all position. Good fluidity of
molten iron, thus more beautiful shape, smooth wire feeding, stable arc, few spatter,
Aoplicats because of low carbon content, good corrosion resistance.

Application

It is often used in welding carbon steel and stainless steel, surfacing transition metal
on the inner wall of reaction vessel in petrochemical industry, or in martensite and
ferrite stainless steel with poor toughness.

1. Qil, dirt and rust on the welding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface
of the groove and its surroundings should be polished with metallic gloss.

. In order to obtain ?ood mechanical properties of welding seam, suggest protect gas
Ar+2%02 and shield gas flow rate 20-25 L/min for MIG welding. For TIG welding, su?lgest

Notice protect gas pure Ar and shield gas flow rate 8-15 L/min ,Arc length 1~3 mm; Lengt
the tungsten pole is about 3~5 mm; wind speed limit £ 1.0 mls, argon protectmn at the
back of welding area .

. In the welding process, the welding line enar?y directly affects the mechanical
properties and crack resistance of weld metal, and should be paid more attention to.

4. The above welding methods, conditions and specifications are for reference only.

Users should evaluate the welding process according to their own welding
characteristics before using the welding wire for the formal product welding.

(]

(=]

Jiangsu Giant Welding Co., Ltd

Srandard‘ Chemical Composition %

AWS A
YBIT5 Lm

e M eI 0.08-045 1.0-25 03-065 25-28 20-225 <0.03 <0.03 <0.75 20.75

1.6, 2.0, 2.4, 3.2, 4.0, 5.0

0.8, 0.9, 1.0, 1.2, 1.6, 2.0

§100 /1kg 5200 / Skg $270,8300 f 15-20kg Skg f box 10kg / box length :1000MM
Mechanical Tensile Strength Mpa Elongation after fracture A (%)

Properties > 550 >130

0.8 1.0 1.2 1.6 2.0 2.5 3.2

iameter { MM )
70~150 100~200 140~220 50-100 100~200 200~300 300~ 400

ER310 is also known as H12Cr26Ni215i.The melting gold contains 25Cr-20Ni. it is mostly
used in the welding ratio KMS of 3108 stainless steel. 309 is more suitable for dissimilar
metal welding and high self-hardening alloy steel and high carbon steel welding; It can be
used for welding stainless steel and stainless steel lining, as well as dissimilar steel, high
chromium steel, high manganese steel and so on.

The weld metal has good mechanical properties, crack resistance and oxidation resistance,
as well as excellent heat resistance and corrosion resistance.

Application

1. Oil, dirt and rust on the welding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface of

the groove and its surroundings should be polished with metallic gloss.
2. In order to obtain good mechanical properties of welding seam, suggest protect gas
Ar+2%02 and shield gas flow rate 20-25 LImin for MIG welding. For TIG welding,suggest

protect gas pure Ar and shield gas flow rate 8-15 L/min ,Arc length 1~3 mm; Length of the
tungsten pole is about 3~ 5 mm; wind speed limit € 1.0 m!s argon protection at the back
of welding area .

3. In the welding process, the welding line ener?y directly affects the mechanical
properties and crack resistance of weld metal, and should be paid more attention to.

4. The above weldin? methods, conditions and specifications are for reference only.
Users should evaluate the welding process according to their own welding characteristics
before using the welding wire for the formal product welding.

Jiangsu Giant Welding Co.,Ltd



AWS A 5.9
C Mn Si Cr Ni P 8 Mo Cu YB(T5092

Standard; Chemical Composition % Standard;
voD [rl'

<0.08 1.0-25 03-065 18-20

11-14 €003 €003 2-3  S0.75
Spool (MIG)
0.8, 0.9, 1.0, 1.2, 1.6, 2.0 1.6. 2.0, 2.4, 3.2, 4.0, 5.0

$100 /1kg 5200 [ 5kg 5270,S300 [ 15-20kg 5kg f box 10kg [ box length :1000MM

Tensile Strength Mpa Elongation after fracture A ( % )

Diameter { MM ) 0.8 1.0 1.2 1.6 2.0 25 3.2
70~150 100~200 140~220 50~100 100~200 200~300 300 ~400

ER316 is also referred to as 2H08Cr19Ni12MoSi stainless steel welding wire.

The weld metal is an austenite structure containing 19Cr - 12Ni - 2Mo . The corrosion
resistance , heat resistance and crack resistance are good . The corrosion resistance
of Mo to acetic acid , sulfurous acid , phosphoric acid and salt is good , especially
IalllEI oMl  against the pitting corrosion of chioride ions . Application
It is mainly used in the chemical industry and power engineering structure, such as
AlS316. SUS316. C18Cr-12Ni-2.5Mo (SUS316) steel. Stable arc, beautiful welding pass;
It can also be used for welding high chromium steel and dissimilar steel without heat
treatment after welding.

1. Oil, dirt and rust on the welding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface
of the groove and its surroundings should be polished with metallic gloss.

2. In order to obtain good mechanical properties of welding seam, suggest protect gas
Ar+2%02 and shield gas flow rate 20-25 L/imin for MIG welding. For TIG welding,suigest
protect gas pure Ar and shield gas flow rate 8-15 L/imin ,Arc length 1~3 mm; Length of
the tungsten pole is about 3 ~5 mm; wind speed limit £ 1.0 m/s, argon protection at the
back of welding area .

3. In the welding process, the welding line ener?y directly affects the mechanical
properties and crack resistance of weld metal, and should be paid more attention to.

4, The above welding methods, conditions and specifications are for reference only.
Users should evaluate the welding process according to their own welding
characteristics before using the welding wire for the formal product welding.

Notice

Jiangsu Giant Welding Co,, Ltd

c Mn Si Cr Ni P ] Mo Cu
€003 10-25 03-065 18-20 11-14  50.03 0.03 2-3  50.75

0.8, 0.9, 1.0, 1.2, 1.6, 2.0 1.6, 2.0, 2.4, 3.2, 4.0, 5.0

5100 f1kg S200 / 5kg $270,5300 f 15-20kg 5kg / box 10kg / box length :1000MM

Tensile Strength Mpa Elongation after fracture A ( % )

2 490 230
0.8 1.0 i 1.6 2.0 2,5 3.2
70~150 100~200 140~220 50~100 100~200 200~300 300~400

ER316L is also called HO3Cr19Ni12Mo2Si stainless steel wire. The weld metal is austenitic
structure containing 19Cr-12Ni-Mo, which has good corrosion resistance, heat resistance
and crack resistance because of the good corrosion resistance of Mo to acetic acid,
gulfu;oqsl acid, phosphoric acid and salts. In particular, resistance to chloride pitting is
eneficial.
Mainly used in the welding of stainless steel in chemical industry,such as AlS316. SUS316.
It can also be used for welding of high chromium steel and dissimilar steel without heat
treatment after welding. The welding of 18Cr-12Ni-Mo2 ultra-low carbon stainless steel has
good welding process and good resistance to intergranular corrosion.

1. Qil, dirt and rust on the welding wire surface should be removed before welding.Surface
impurities such as oil, rust and water should be thoroughly removed in the welding place,
50 as to prevent blowhole, crack and so on during welding. The surface of the groove and
its surroundings should be polished with metallic gloss.

2. In order to obtain ?ood mechanical Brn;erties of welding seam, sug_?est protect gas
Ar+2%02 and shield gas flow rate 20-25 Limin for MIG welding. For TIG welding,su%gest
protect gas pure Ar and shield gas flow rate 8-15 Limin ,Arc length 1~3 mm; Lenath of the
tungsten pole is about 3 -5 mm; wind speed limit < 1.0 m/s, argon protection at the back
of welding area .

J. In the welding process, the welding line ener?y directly affects the mechanical
groperties and crack resistance of weld metal, and should be paid more attention to.

4. The above welding methods, conditions and specifications are for reference only. Users
should evaluate the welding process according to their own welding characteristics before
using the welding wire for the formal product welding.

Jiangsu Giant Welding Co.,, Ltd




ER216LSi

Standard: Chemical Composition %
C A )

1)

YBIT Cc Mn Si Cr Ni P S Mo Cu
e ADRAlAR <003  1.0-25 065-10 18-20 11-14  <20.03 $0.03 2-3 <0.75
Spool (MIG) Tube (TIG)

0.8, 0.9, 1.0, 1.2, 1.6, 2.0 1.6, 2.0, 2.4, 3.2, 4.0, 5.0

$100 /1kg 8200 / kg $270,8300 / 15-20kg Skg [ box 10kg / box length :1000MM
Mechanical Tensile Strength Mpa Elongation after fracture A (%)

2530
0.8 1.0 2 1.6 2.0 2.5 3.2
70~150 100~200 140~220 50~100 100~200 200~300 300~400

ER316LSi, also known as HO3Cr19Ni12Mo2Si1 stainless steel wire, is an ultra-low
carbon stainless steel MIG welding material, and its deposited metal is ultra low carbon
type. Because of the addition of Si, the fluidity is better, the shape is more beautiful,
the arc is stable, the spatter is little, and the excellent comprehensive mechanical
Application properties are obtained.

Welding 18Cr-12Ni-Mo2 ultra-low carbon stainless steel has good welding process and
good resistance to intergranular corrosion. Because of the increase of Si content,
welding operation and fluidity of molten gold are better,

1. Oil, dirt and rust on the welding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface
of the groove and its surroundings should be polished with metallic gloss.

2. In order to obtain good mechanical properties of welding seam, suggest protect gas
Ar+2%02 and shield gas flow rate 20-25 Limin for MIG welding. For TIG welding,suggest

Notice protect gas pure Ar and shield gas flow rate 8-15 Limin ,Arc length 1~3 mm; Length of
the tungsten pole is about 3~5 mm; wind speed limit < 1.0 m/s, argon protection at the
back of welding area .

3. In the welding process, the welding line ener?)r directly affects the mechanical
properties and crack resistance of weld metal, and should be paid more attention to.

4. The above weldinF methods, conditions and specifications are for reference only.
Users should evaluate the welding process according to their own welding
characteristics before using the welding wire for the formal product welding.

Jiangsu Giant Welding Co.,Ltd

ER321

Standard: Chemical Composition %

AWS A 5.9
YB/T5092 c Mn Si o Ni P s Mo Ti

Grade ER321 <0.08 10-25 03-065 185-205 9-105  <0.03 £0.03 20.75 8xC-1.00

Spool (MIG) Tube {TIG)

0.8, 0.9. 1.0, 1.2, 1.6, 2.0 1.6, 2.0, 2.4, 3.2, 4.0, 5.0

5100 /1kg S200 / Gkg 5270,5300 / 15-20kg Skg f box 10ka [ box length :1000MM
Tensile Strength Mpa Elongation after fracture A (%)

2530 235
i ) 0.8 1.0 1.2 1.6 2.0 2.5 3.2
70~150 100~200 140~220 50~100 100~200 200~300 300 ~400

ER321 is also known as HOBCr19Ni10Ti.The weld metal of HO8Cr19Ni10Tihas good
mechanical properties by adding titanium to sequester carbon to prevent the intergranular

Aoplicati precipitation of chromium carbide and to improve the intergranular corrosion resistance
pplication  ETETYRWATS

For the welding of 1Cr18Ni9Ti austenitic stainless steel and 20Cr-10Ni-Ti steel, the
resistance to intergranular corrosion is greatly improved due to the addition of Ti.

1. Qil, dirt and rust on the welding wire surface should be removed before welding.

Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface of
the groove and its surroundings should be polished with metallic gloss.

2. In order to obtain ?und mechanical Eru&:erties of welding seam, suggest protect gas
Ar+29%02 and shield gas flow rate 20-25 Limin for MIG welding. For TIG welding,su%gest
protect gas pure Ar and shield gas flow rate 8-15 Limin ,Arc length 1~3 mm; Length of the
tungsten pole is about 3~ 5 mm; wind speed limit £ 1.0 m/s, argon protection at the back
of welding area .

3. In the welding process, the welding line ener?y directly affects the mechanical
grnpertias and crack resistance of weld metal, and should be paid more attention to.

4. The above welding methods, conditions and specifications are for reference only. Users
should evaiuate the welding process according to their own welding characteristics before
using the welding wire for the formal product welding.

Notice

Jiangsu Giant Welding Co.,Ltd




ER347

Standard: Chemical Composition %

AWS A 5.9
YBITS c Mn Si cr Ni P s Mo Nb

0.08 1.0-25 03-085 19-215 8-11 £0.03 <0.03 €0.75 10x%C-1.0

0.8, 0.9, 1.0, 1.2, 1.6, 2.0 16, 2.0, 2.4, 3.2, 4.0, 5.0

L
o
o

§100 /1kg S200 { kg §270,5300 / 15-20kg 5kg [ box 10kg / box length :1000MM
0.8 1.0 12 1.6 2.0 2.5 3.2
70~150 100~200 140~220 50~100 100~200 200~300 300~ 400

ER347 is also known as H08Cr20Ni10Nb.The main composition is 19Cr-11Ni-Nb, which
can be welded in full position. NB is added on the basis of SUS308. It can effectively
improve the corrosion resistance, especially the resistance to grain boundary corrosion,
o the resistance to intergranular corrosion of welding pass can be enhanced, and has
Gl (o8l excellent high temperature strength, Especially suitable for heat resistant steel welding.
Excellent welding performance-smooth wire feeding, stable arc, beautiful shape,

faw spatter.

Often used in food machinery, such as 07Cr19Ni11Ti (SUS321). 07Cr18Ni11Nb (SUS347) .

1. Qil, dirt and rust on the welding wire surface should be removed before welding,
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface
of the groove and its surroundings should be polished with metallic gloss.

2. In order to obtain good mechanical properties of welding seam, suggest protect gas
Ar+2°%02 and shield gas flow rate 20-25 Limin for MIG welding. For TIG welding,suggest
protect gas pure Ar and shield gas flow rate 8-15 L/min ,Arc length 13 mm; Length of
the tungsten pole is about 3~ 5 mm; wind speed limit £ 1.0 m/s, argon protection at the
back of welding area .

Notice

3. In the welding process, the welding line energy directly affects the mechanical
properties and crack resistance of weld metal, and should be paid more attention to.

4. The above welding methods, conditions and specifications are for reference only.
Users should evaluate the welding process according to their own welding
characteristics before using the welding wire for the formal product welding.

Jiangsu Giant Welding Co., Ltd

Standard; Chemical Composition %
AWS A9
YB/T5092 c Mn Si Cr Ni P s Mo Cu

Grade ER410 <0.12 <0.6 <05 115-135 <06 <0.03 <0.03 <0.75 9xC-1.00
T T R I R

0.8, 0.9, 1.0, 1.2, 1.6, 2.0 1.6, 2.0, 2.4, 3.2, 4.0, 5.0

£100 {1kg 5200 [ 5kg $270,8300 [ 15-20kg Skg fbox 10kg/ box length :1000MM
0.8 1.0 1.2 1.6 2.0 2.5 3.2
70~150 100-200 140~220 50~100 100~200 200~300 300~ 400

ER410 is also called H12Cr13.The main component is 13Cr. it is martensitic stainless
steel MIG wire, which can be welded in all position. There was little splash.

TSI 1t is often used in water power station and valve, such as 12Cr13SUS41010. It can be
used to weld 410 or 420 series stainless steel. It has high hardening property and high
temperature oxidation resistance. Corrosion resistance, used in oil scouring and
chemical industry and surfacing repair.

. il, dirt and rust on the weiding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface
of the groove and its surroundings should be polished with metallic gloss.

. In order to obtain ?uud mechanical ru;:erlies of welding seam, suggesl protect gas
Ar+2°%02 and shield gas flow rate 20-25 L/min for MIG welding. For TIG welding,su%gest
protect gas pure Ar and shield gas flow rate 8-15 Limin ,Arc length 13 mm; Length of
the tungsten pole is about 3~ 5 mm; wind speed limit < 1.0 m/s, argon protection at the
back of welding area .

. In the welding process, the welding line energy directly affects the mechanical
properties and crack resistance of weld metal, and should be paid more attention to.

. The above weldin? methods, conditions and specifications are for reference only,

Users should evaluate the welding process according to their own welding characteristics
before using the welding wire for the formal product welding.

Jiangsu Giant Welding Co., Ltd




ER430

Chemical Composition %
Cc Mn Si Cr Ni P 5 Mo Cu

Grade ER430 £0.10 <06 <05 155-170 <060 £0.03 £0.03 £0.75 10%C-1.0

0.8, 0.9, 1.0, 1.2, 1.6. 2.0 1.6, 2.0, 2.4, 3.2, 4.0, 5.0

$100 /1kg S200 [ 5kg S5270,8300 ( 15-20kg Skg f box 10kg / box length :1000MM
Diametar 0.8 1.0 1:2 1.6 2.0 2.5 3.2

70~150 100~200 140~220 50~100 100~200 200~300 300~ 400

ER430, also known as H10Cr17, is mainly composed of 17Cr. it is a ferrite stainless steel
MIG wire, which can be welded in all position. The welding performance is excellent, the
wire feeding is smooth, the arc is stable, and the shape is beautiful. There was little

;- splash.

Application

It is suitable for welding 13Cr or 17Cr martensitic stainless steel,especially for nitric acid
vessels, and is often used for welding of wear-resistant and corrosion-resistant
components. Such as 10Cr17 (SUS430) material device, guardrail, golf head.

1. Qil, dirt and rust on the welding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface
of the groove and its surroundings should be polished with metallic gloss.

2. In order to obtain good mechanical properties of welding seam, suggest protect gas
Ar+2%02 and shield gas flow rate 20-25 L/min for MIG welding. For TIG welding,sugaest
protect gas pure Ar and shield gas flow rate 8-15 L/imin ,Arc length 1~3 mm; Length of
the tungsten pole is about 3 ~5 mm; wind speed limit € 1.0 m/s, argon protection at the
back of welding area .

Motice

3. In the welding process, the welding line ener?y directly affects the mechanical
properties and crack resistance of weld metal, and should be paid more attention to.

4. The above qudInF methods, conditions and specifications are for reference only.

Users should evaluate the welding process according to their own welding
characteristics before using the welding wire for the formal product welding.

Jiangsu Giant Welding Co., Ltd

Standard; Chemical Composition %

AWS A 5.9
YB/T5092 c Mn Si Cr Ni P ] Mo N

Grade ER2209 EEEUNIK] 05-20 <080 215-235 75-95 <0.03 £0.03 s0.75 0.08-0.2

W)

0.8, 0.9, 1.0, 1.2, 1.6, 2.0 1.6, 2.0, 2.4, 3.2, 40, 5.0

5100 f1kg S200 / 5kg $270,5300 / 15-20kg 5kg / box 10kg / box length ;1000MM

1.0 1.2 1.6 2.0 2.5 3.2
150 100~200 140~220 50~100 100~200 200~300 300~ 400

ER2209 is also called HO3Cr22Ni8Mo3N.The main compaosition is 22Cr-9Ni-3Mo-N. it is an
austenitic ferrite dual phase stainless steel MIG wire. Full-position welding. Because the
deposited metal contains about 40% ferrite, the deposited metal has both the

— comprehensive properties of austenitic stainless steel and the stress corrosion resistance
pullitinhll of ferrite stainless steel. Thus it has become a new material in petrochemical industry.

It has excellent welding workability, such as smooth wire feeding, stable arc, beautiful
shape and few spatter.

It is often used in petrochemical, shipbuilding and other industries, corresponding to the
welding of steel 022Cr22Ni5Mo3N (SUS2205). Also suitable for 22Cr-9Ni-Mo3 duplex
stainless steel such as UNS31803.

1. Qil, dirt and rust on the welding wire surface should be removed before welding.
Surface impurities such as oil, rust and water should be thoroughly removed in the
welding place, so as to prevent blowhole, crack and so on during welding. The surface of
the groove and its surroundings should be polished with metallic gloss.

2. In order to obtain good mechanical Erogerlies of welding seam, suggesl protect gas
Ar+2%02 and shield gas flow rate 20-25 L/imin for MIG welding. For TIG welding,su%gesl
protect gas pure Ar and shield gas flow rate 8-15 L/min ,Arc length 1~ 3 mm; Length of
the tungsten pole is about 3~5 mm; wind speed limit < 1.0 m/s, argon protection at the
back of welding area .

3. In the welding process, the welding line ener?y directly affects the mechanical
properties and crack resistance of weld metal, and should be paid more attention to.

4, The above weldin? methods, conditions and specifications are for reference only.
u

Users should evaluate the welding process according to their own welding characteristics
before using the welding wire for the formal product welding.

Jiangsu Giant Welding Co. Ltd




EE6013

Standard: Chemical Composition %
AWS AS.1
AWS AS.TM - c Mn Si S P Ni Cr Mo v

<0.2 g2 0 <0035 <004 203 202 0.3 <0.08
Grade £6013
W 0065  0.39 0.22 0.016 0022 0022 0.03  0.003 0.01

1.6, 2.0, 2.4, 3.2, 4.0, 5.0 X ray detection grade: |l

5 kgs/plastic bag in a color box, 20kgs/carton, 1tonin a pallet
Yield Strength Mpa Elongation %

Mechanical

Properties Specification

Typical 390 28 30

3.2 4.0 5.0
; 350 400 400
40-70 50~90 80-130 130210 180 -230

Itis a kind of carbon steel electrode with titania type coating. AC/DC. All-position
Nudaie( il welding. It has excellent welding performance, excellent operating performance, easy
reignition, stable arc and beautiful appearance of weld.

Used for welding low-carbon steel structures, especially suitable for welding on thin
Application plates and cosmetic welding which requires the weld beads to be beautiful and glossy.

Jiangsu Giant Welding Co. Ltd

Standard: Chemical Composition %

AWS A5.1 .
AWS A5 1M c Mn Si Cr Ni Mo v §

<0.15 1.6 0.8 0.2 0.3 £03 20,08 =0.035 =0,035
0.075 1.12 0.48 0.03 0.012 0.006 0.015 0.008 0.01%
1.6, 20, 2.4, 3.2, 4.0, 5.0 X ray detection grade: |

5 kos/plastic bag in a color box, 20kgs/carton, 1 ton in a pallet

Yield Strength Mpa

Elangation % Kv2()) -30°C

Tensile Strength Mpa

Mechanical
£ Specification

Properties ificati 2 400 220 220

4950 32 160

20 2.5 3.2 4.0 5.0

300 300 350 400 400
40170 60100 80~120 110~190 180230

Itis a kind of carbon steel electrode with iron powder low-hydrogen potassium type
Specification JELTIR
The deposition efficiency can be improved due to the iron powder in the coating.

1. The electrodes must be baked under 300~350C for an hour before welding and used
as soon as baking is completed.

Galle il 2. The stains on the weldments, such as rust, etc, must be cleared away before welding.
3. When welding, short arc must be used and stringer bead is suitable.

4, Used for welding carbon steel and low-alloy steel structures, such as 16Mn, etc.

Jiangsu Giant Welding Co,, Ltd



E6011

Chemical Composition %
- c Mn Si Cr Ni Mo v L} P

£0.20 £1.2 £1.0 20.2 £0.3 0.3 <0.08

Standard:

AWS AS.1
AW S.'f.l|.1

0.075 142 0.48 0.03 0.012 0.006 0.015 0.008 0.019
1.6, 2.0, 2.4, 3.2, 4.0, 5.0 X ray detection grade: |l

5 kgs/plastic bag in a color box, 20kgs/carton, 1 ton in a pallet

Mechanical
Properties

490 32 150
Diameter( MM ) A . 3.2 4.0 5.0
300 350 400 400
40~70 40~80 75125 110170 140215

Itis a kind of carbon steel electrode with iron powder low-hydrogen potassium type
Specification JRELTN
The deposition efficiency can be improved due to the iron powder in the coating.

1. The electrodes must be baked under 300~350C for an hour before welding and used
as soon as baking is completed.

2. The stains on the weldments, such as rust, etc, must be cleared away before welding.

Application

3. When welding, short arc must be used and stringer bead is suitable.

4. Used for welding carbon steel and low-alloy steel structures, such as 16Mn, etc.

Jiangsu Giant Welding Co.,Ltd

Standard:

AWS AS.1
AWS AS.TM

Mechanical
Properties

Diameter( MM )

Specification

Application

E7016

Chemical Composition %

B G

£0.15 1.6 20.75

0.075 1.42 0.48

1.6, 2.0, 2.4, 3.2, 4.0, 5.0

Typical

300

40~70 60~100

coating.

as soon as baking is completed.

Cr Ni
£0.2 0.3
0.0 0.012

'ield Strength Mpa

490

3.2

350

80~120

Mo v 8 P
503 <0.08 =0.035 =0.035
0.006 0.015 0.009 0.019

X ray detection grade: |

5 kgs/plastic bag in a color box, 20kgs/carton, 1 ton in a pallet

32 180

4.0 5.0

400 400
110~190 180~ 230

It is a kind of carbon steel electrode with iron powder low-hydrogen potassium type
The deposition efficiency can be improved due to the iron powder in the coating.

1. The electrodes must be baked under 300~350 C for an hour before welding and used

2. The stains on the weldments, such as rust, etc, must be cleared away before welding.
3. When welding, short arc must be used and stringer bead is suitable.

4. Used for welding carbon steel and low-alloy steel structures, such as 16Mn, etc.

Jiangsu Giant Welding Co., Ltd




Standard: Chemical Composition %

AWS A5.4
AWS A5.4M c Mn Si P ) Ni Cr Mo Cu

004 0.50-~2.50 <1.0 =0.04 <0.03 9.0 11.0 18.0-21.0 =075 <0.75
1.6, 2.0, 2.4, 3.2, 4.0, 50
Pa-n_.kage 5 kgs/plastic bag in a color box, 20kgs/carten, 1 ton in a pallet

. Tensife Strength Mpa Elongation %
Mechanical

E308L-16 welding electrode is used for welding ultra-low-carbon 022Cr19Ni10 and

I Cr19Ni10 stainless steel structures, and also used for 06Cr18Ni11Ti corrosion-resistant
pEefieaion stainless steel structures whose working temperature is lower than 300°C. Mainly used

in the manufacture of synthetic fiber, chemical fertilizer, oil and other equipments.

E30BL-16 welding electrode is a kind of Titanium calcium type coating with ultra-low
e carbon Cri8Ni10 stainless steel electrode. Carbon content of deposited metal is less
QlEI(M  than or equal to 0.04%. The intergranular corrosion resistance is good. Excellent
welding performance and heat resistance, high strength coating, the porosity
resistance is good. AC/DC both can be applied.

Jiangsu Giant Welding Co., Ltd

E309L-16

Standard: Chemical Composition %
AWS A5.4
AWS A5.4M c Mn Si P s Ni Cr Mo Cu

G ISULIBREY <004  0.50-2.50 1.0 =20.04 £0.03 12.0 140 22.0-25.0 <0.75 =0.75

1.6, 2.0, 2.4, 3.2, 4.0, 5.0

5 kgs/plastic bag in a color box, 20kgs/carton, 1 tonin a pallet

) Tensile Strength Mpa Elongation %
Mechanical

Properties | Specification 2520 230

E309L-16 is a kind of Cr23Ni13 stainless steel electrode. The deposited metal has good
mechanical properties and intergranular corrosion resistance. It has good welding
performance and porosity resistance, Heat resistance coating and crack resistance.
AC/DC both can be applied.

Specification

prilerion Wl Used for welding the corrosion resistant stainless steel structure.

Jiangsu Giant Welding Co.,Ltd




E316L-16 E312L-16

Standard: Chemical Composition % Standard; Chemical Composition %

AWS A5.4
c Mn Si P > Ni Cr Mo Cu AWS A5.4M c Mn Si P S Ni Cr Mo Cu

(elreARARIRRIY <0.15 050-2.50 =40 <0.04 5003 8.0-10.5 28.0-32.0 =078 50.75

1.6, 2,0, 2.4, 3.2, 4.0, 5.0

£0.04  0.50~250 1.0 =0.04 50.03 11.0 140 17.0-200 2.0-3.0 =0.75
1.5, 2.0, 2.4, 3.2, 4.0, 5.0

5 kgs/plastic bag in a color box, 20kgs/carton, 1ton in & pallet 5 kgs/plastic bag in a coler box, 20kgs/carton, 1 ton in a pallet

. - Tensile Strength Mpa Elongation % . - Tensile Strength Mpa Elongation %
Mechanical Mechanical

Properties | specification 2490 230 Properties | specification 2 660 222

E316L-16 is a kind of Titanium calcium type coating with ultra-low carbon Cr18Ni12Mo2
stainless steel electrode. Carbon content of deposited metal is less than or equal to
e el 0-04%. It has excellent heat resistance, the corrosion resistance, the crack resistance Specification
and the porosity resistance. Good operation performance and high strength coating.
AC/DC both can be applied.

E312-16 is a lime titanium type duplex stainless steel welding rod. It deposits a
ferritic-austenitic duplex weld metal with around 40% ferrite so it has excellent crack
resistance. It is suitable for welding Cr29Ni9 cast steels, high carbon steels, tool steels,
problem steels, as well as dissimilar metals.

Used for welding of synthetic fiber and other equipments and the same type of stainless

o steel structure, In addition, it is applied to weld the steel that cannot be processed with i Used for welding high-carbon steel, tool steel, high temperature steel, armor steel,
Aellle (oM thermal treatment, such as Chromium stainless steel, clad steel, dissimilar steel, etc. Application dissimilar steel, etc.

Jiangsu Giant Welding Co. Ltd Jiangsu Giant Welding Co. Ltd



Chemical Composition
Al A3 Mn Si P $ Ni Cr Mo v Cu

GETE110

c
$0.035
0.06 ~ 0.15 1.40 ~ 1.85 0.80 - 115 <0025 <0025 £0.15 L1AH S045 2003 £0.50
0.06 - 0.14 130 ~ 160 070 -~ 1.00 <€0.025  <0.025 $0.15 Al<0.02 2045 Ti#Zr £0.45
0.06 - 0.14 160 -190 0.80~1.20 <0025  <0.025 <015 Al<0.02 <045 Ti# Ir 045

E- 0.06 ~ 0.45 090 ~ 140 045 ~ 075 £0.023 0.0 $045 £0.45 2043 003 £0.50

Ti Actually, As agrezd betwzan

s 2 . = ¢
M 0.07 ~ 040 1.51 - 1.80 065~ 1.00  20.03 £0.035 045 - 020 suppinand buper | Bormal RPOS6+1T1

Note: AWS A5.18: Any copper plating layer on the filler wire, plus the copper with the metal itself,
shall not exceed the maximum of 0.50% (including copper plating).

EN440 : If Cr < 0.15, Cu £0.35 and V £ 0.03 are not specified. The residual copper content in the steel
plus the total coating should not exceed 0.35% (m/m).

Mechanical Properties

Tensle Strength Mpa Yield Strength Mpa Hongation A [ %) Impact Value KV2 ()} -30°C
2480 2400
S50 o 22 >
247
530 - 640 240 >0 KV2 (1) -40%C
247
480 2400 3 ;'41;(
480 S0 ) Avtually Re zqresd betwezn supplieand

buper | Kormal ERTOG-6 4Ti
Note:For ER50-3 / ER50-6 wire, tensile resistance and yield may be reduced by every 10 Mpas when

elongation past the minimum value e1.rer¥1 1%,, but the minimum tensile resistance value shall
not be less than 480 Mpa and the yield shall not be less than 400 Mpa.

Jiangsu Giant Welding Co., Ltd

Chemical Composition
AS RS20 c Mn Si P s Ni Cr Mo ' Cu

<02
<090
qig S8 <008 SL03 <080 S0 €030 S008 <038
<030
<060

Note: symbols
Tge third number X after E, indicates the welding position, where "0" means Flat and transverse
welding,"1" means all position,and the letter C indicates is CO2 or of a self-protective type;M
indicates that the Rrotective gas is 75~80% ar and rest CO2; Aluminum composition requirement
is limited to self-shielded flux-cored wire (E71T-G / E7T1T-GS | E71T-11---Al £ 1.80).

Mechanical Properties

s | o Tenslle Strength Mpa Yield Strength Mpa Eongation 4 (%) Impact Value K2 {J) -30°C

490 - 670 2390 21l 217
AR [[EE vereat ] I e
480 ~ 670 2340 W e

Jiangsu Giant Welding Co. Ltd




Chemical Composition

G Mn Si P ] Ni Cr Mo ¥

$0.20 .20 $1.00 en anE <0.30 £0.20 £0.30 <0.08

$0.15 $1.60 $0.1% $0.038 £0.033 S04 Q.40 £0.30 $0.08

S04 040 -160  s0.80 $0.030 £0.020 <025 015 £0.35 £0.08

Cope  OSC2S €100 SOM 003 00 fADMO S075 CusOls
Sew DSRS0 SUM SOM 0B ROMD 200 075 Cusons
Sooe  0SI-2S0 €100 SOM 003 HOMD 000 20-30  Cus0ds

$045 050 -230  &1.00 0.4 $0.03 8.0-10.5  Z8.0-320 $0.75 Cu$0.75

Note: E7016 and E7018 components of Mn+Ni+Cr+MotV < 1.75; stainless steel electrode code
interpretation - example E308-XX (E308-15/E308-16/E308-17/E308-26......), the prefix code is
divided into -1/-2/-4, representing the welding position; the suffix code is divided into -5/-6/-7,
in which 5 represents the alkalinity, 6 represents rutile, and 7 represents the titanic acid type.

- Mechanical Properties

Impact Value

Tenslle Strength Moz~ Yield Strength Mpa HongationA(%) o wee o Radiio graphics
240 2330 2 2l
Grade Il
2430 2330 i
2480 2400 2 23t 28
2430 2400 2l 22 2l Grade |
Normal 2 430 s 20 =0 R
2 550
2620
2880
2520 20
2620
2490
2 660 a2

E6011 has no special requirements for heat preservation furnace and drying; Environmental
temperature: 20 ~ 40 C;The requirement of E6013 heat preservation furnace is higher than the
ambient temperature [10C ~20C]; Drying requires drying at least 1 hour at 120 C 150 C:
E7016/E7018/E7018M requirements for heat preservation furnace and drying; Environmental
temperature: [30 C ~140C]; Drying requires drying at least 1~2 hours at 260 € ~425 C;

Jiangsu Giant Welding Co.Ltd

Chemical Composition

si Fe cu Mn Mg cr zn Ti al mﬁ:h";al
e S0.20  s0.26 g0% 5008 | 5008  ---- Zo0% <0038 29970 00
EEEEEY si+rososs o005 020 =so00s Be = 0.0003 S0.90  ----  299.00 <05 .15
B3 4.5 6.0 <=0.80 5030 <0.05 <0.05 Be<00008 <010 <0.20 5 MRest o5 <04
IEEEDE o025 =040 <010 005020 45 65 205 °% <940 008 020 FHRest (o <5
ENIEED 040 so040  s010 006100 43 62 45 %% 5025 | 5045 @HRest oo o

Note: The content of Be = 0.0008 In the AWS 1999 edition, Be = 0.0003 in the AWS 2012 edition, AWS
ER1188 Al =z 99.88. American standard, there are ER (E- electrode wira) and R (filler wire),
example: ER1070 and R1070. In fact, they are divided into two categories: filler wire and both.
As to ER56356,when Cr--0.06 0.20, Be = 0.0006;when Cr50.30, Be = 0.0003.15018273-2004 is the
same chemical as American standard,Be of ER53566 and ER5183 can choose = 0.0003 or £ 0.0005.

— Chemical Compeosition

c cr Ni WMo Mn si P s "
0.30 0.85
=0.08
19.5 220 9.0 11.0 :-:: ;-::
£0.03 0.65 -~ 1.00
5075 0.30 - 0.65
=012
23.0 - 250 120 - 14.0 :-:: ;'::
£0.03 0:35 1:00
s 1.0 - 2.5 g30 - o5
Tr 0.65 1.00
180 ~ 200 11.0 - 140 2.0 - 3.0 i —— <0.03 <0.03
50.03 B:GS 1:00 S0.75
£0.16 280 320 8.0 - 105 0.30 - 0.66
<0.75
£0.08 190 215 9.0 110 0,30 - 0.65
S0.03 215 235 75 - 95 25 35 :_':5 2'200 <0.90

S 0.10 1565 170 =080 50.76 £ 0.60 5 0.50
Mechanical Properties

AS. v Tensile Strength Mpa Elongation A { %)
2 650
z 620
2 650 s 30
2 620
2 620
2 490
z 660 222
2z 620 z 30
2 890 220
2 450 220

Jiangsu Giant Welding Co. Ltd



Aluminum Filler Alloy Chart

Aluminum Filler Alloy Chart

Fi WALToy iggg: iggg 1100 ;3;; 2219 Mﬁgum 3004
Charactoristies |3 RDCT W perwarocruikocTuirncr
3190, 333, 0 AAAABAAAAR
364. 0, 365.0 BEAdAAABAAAAACCBCAACCBCRAABBAAAABRBAA
£355. 0, 380. 0 aaesaafaanaaafasceanfascraalnaBbraafaaran
:ﬁ:g:;gg aaaaaafjaarana|eeasaalBraraajananaajaaana
MEE'BE;?EB'Q AABBA |AABBA |AABAA |[AABAA |AABBA
AACAA |AACAAN |[BEBAAA [BEAAR |ABCAA |ADCBA
AABAA |[AABAA
7005, 7021 EARBA A|BAB A BAB AlR A B A
7?:{34;.?'2?60 BEAAA A|BAA A BAA AR B A A
711.0 CCAARA
EARBA A[BABA & EABA A|BABA
CCAR
AACAA |AACAR BAAA BAAA [ABCAA [ADCAR
. aADBA |AaDBA [AaBAA [AABAA |[AADBA |[BCDEB
m?{l} B AB AlBAB A EAB AlB A B
B A A AlB A A A EAA AlBE A
B AR AlE A B A EAB alBaB
arcad |arcan [BBAaaa [BBAAA [ABCAA [ADCAR
6005, G063 AADBA JAADBA JAABAA |[AABAA |[AADBA |BCDBA
g;gi:g;g: BAR  Aflpam A Bap AR
6951 BAA AlB A A A BAA AjE B A
B4R alean A BAB AlB A B
ABCCA |ABCCA ABCCA |ADCCA
EAEB A|BABB A BABE AlBABB
5454 EAAB AlRBAAR & BEAAE AlBERAB
caardAlcanana cannar|lccana
EAEB A[BABB A BABE AlBaRB
ABCC ABCC ABCC ADCC
511, 0, 6120 EABEB A|BABRB A BABE 4Alpass
513,0,514.0 EAAB A|BAABR & BAAE A|[BEAB
5154, 5254 caaA AlCAAA A caan AlCCan
Fea:0 EAEB A[BABE & EABE AlBARB
canra Bleaar B cAAR BlcCcAna

S11.0,512.0
Base ALCLAD A005 A52 G083 5086 |&518.0,514.0
Alloy 2004 A0R0 afaz 5456 5056 5154, 5254
535.0
Characteristies RDCTMIRDCTMIRDCTHIRDCTMIRDCTMIRDCTN
319, 0, 338, 0 BaAAalEBAAAAAARARA[AAAA AlaadA AlaAan A
354, 0, 355. 0
C355. 0, 480, 0 ABAAAlAABARA
iﬁiﬁjéé?ﬁﬁ AaaaalaaaanafaraanajaBbeas AlABBA AJABBA A
"‘gsiégfgg‘” BABBE Alaaaa alaaaa alaaan a
DCEA [ABCBA |[BDCBA
7005, 7021 aBAa alBapa afaapa Afaara Afaara Afaama 2
7039, 7045 BAA AlBaaa afaBaa alaBaa alaBas AlaBar A
7146, 710, 0 caarnjlcaanaalBcanna BCAA A
T1LO apa alpava alaara alnaea alaaea afaana a
CAA B|C A A A AlB C A A A BCAA A
DcAA [ABCcAA [ADCAA [ADCA ADCA ADCA
CDEA [ABDBA
AR alpaer aMlBaBc BAABA AlAABA AlBarRC B
%?:I B A afB A aMleEBAC AlABAA AlABAA alBmrAC A
cecabBABBeAA alpcas Alecoar B
AR alpan aMlpapc Blaapa alaasa aAlmamc B
ccAB AlBCAA BlEcAA Bleoar A
DCAA [ABCAA [ADCAA |[ABCA ABCA ABG
COEA [ABDEA
6003, 6063 AB alpan EABC BlAABA AlaABA BARC A
g;g::g;gi B A AlB oA a AMEBac alaaaa alaass almaae 4
6951 ccaBABBAAA alBasra alecaar A
AB alBas AM[BARC BlAABA A|AAER BEABC A
ccAB AlBAAA BlEAAA Blecaar B
DCccA [ABCCA [ADCCA
ABE AlBABB AlaAAB A[AABB AAABE AJAABE A
BAR BAAB AMABABR AlAB AR AJABABR AJABAB A
B caraalearaaaflecaanalpeaa alBeaa BCAA A
ABE AlBABEB AlAABB AlAABB AlAABEB AlAABB A
BECAR B ECAA B
pec ABCC ADCC
511.0,512.0 ABE ABABRB AJAABB B(AAEA AlAABA AJAABE B
513.0,514. 0 BEAB AlBaar ajapan alabaa alaBaas alaBan A
5154, 5254 CaA Alcaaa alccAaa BECAA ABCAA ABCAA
535.0 aBB Alpase alaare Blaasa alaara alaasn 4
caa Bleaaa Blecaa alpoaa Bleocaa pleoana

Jiangsu Giant Welding Co,, Ltd
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Aluminum Filler Alloy Chart Aluminum Filler Alloy Chart

6005, BOG3 TOO5, 7021 | 413.0,443.0 Base 1060, 1070 2014 3003
Base i 6101, B151 6061 7039, T0486 | 444. 0, 356, 0 gg'g' gggg Kilay 1080, 1350] %0 036 2219 | eanaoos| 204
Alloy 6201, B3I 6070 [710.0, 7110 ass6. 0. a5z 0f T T _ _
6951 7148 359, 0 -0, 380. Characteristics |[JRDCTMIrDcTMIrDpeTMarpermgrperufIrDpery
Characteristies [JRDCTMIRDCTMIRDCTMIRDCTMIRDCTMTRDE T M o Ll St LECH  |abhh
- : - 5086 AABA AaABA A AABA AlaaBa 4
319, 0, 333, 0 BaAAAA 5056 AAAA AlAAAN & AAAAN AlaBAaa a
354, 0, 355. 0 ArarAlEBaAAABRAAAABEARAAABE AAANA anna alaapa a4 AABA AlaaBa 4
C3565. 0, 380. T T T T T T ABCD ABCB ABCB ACCB
5083 AABA AAABA & AABA AlAABA 4
BrasAlaBaaasfanananfassaaajanaana S456 wara alaaan a e e
413, 0, 443, 0 AABBA [aaBBA [AaBBRA |[AABBAB AABA alaaBa a AABA AlaaBA 4
444, 0, 356, 0 i ABCAA |[ABCAR ABCAA |[ABCAA
A3B6. 0, 359. 5052 B AR AMleas & BAB  AlBanB A
AJST. O AAAAAA F6A2 BA A AlB AR A BAA AlB A A A
AAB A AAAA B B AR alBan A BAB _ AlBaB A
. . N CBAAAACEAAARM COCARAR
ADC B A DFaD i | (BDRC B AACAN JAAacaa ABCAA |[ABCAA
apa Alaama alaaBa aflaaBr
ok 5005 BADBA |BADBRA BRDBA
7039, T046 B A& ala B A s alapaa Alagaa A S060 CAR BiC A B B CABC E|[E AR A
7146, 710. 0 CARMAABCAARAMBCAAAABCAALAR i o . [PASBRG B BeRTA )
= : : ! CAB Blc A B B CABC BlBAB A
ABa alaara alaama AlaABA DBAAAADBARAARA CCAARR
cada Alpcaa alecaas Alpcaan a AAMCAA [AACAA ABCAA JADDAA
- z BADBA |BADBEA BRDBA
e A ERAA I EEAA ‘"3‘553” caBc Blcasc B caBe AlBracc 4
ACBAA [ACBAA caBC Blcasc B CABC AlBBBC &
nBc AlBaac alBAAacC B Ot Bda
6061 ) CABC BlcaABC B CABC AlBAacc &
BOT0 B E: MBACKE MEBELC DBAAAAMDBARGMA CCARAR
charalcBARBBAlCBARBE AACAA |AACHA ABCAA [ABDAA
ABc Alpaac alBanc B BADBA |BADBA BBEDEA
i | 3004 CAB Blc A B c BC AlBace &
CAB BI[CBAB BICBABR B CAB Blc A B B cABC AlBBBC &
BCBA [ACBAA COABAR
. 1 CAR Blc A B B C _BC AlBACEC &
3003 BEAAAABBAAAGRA BEAAA
6005, 6063 AEC ABARC A ALCLAD aaBAan |aaBaa [Baaar |paaana |aaBaa
Do aac AlBaac a 3003 aacBa [aacea |aasans Jaanan Jaacna
8201, 6351
951 cananalceapra e et o
2219 BAAAA |[BAAAA [BCBCA |[BCBCA
ABC AIBAAC A AABAA laaBRAA [ABCBA [ABCBA
aaB Blesas Bl i CAAMNMAM
L ER 4 2036 BEAAAA |[BAAAA |[BCBCA
AABAA laaBaA |ABCBA
BAB 4 106 BRBAAAA[BRAAAA
5454 BOCAAANM AABAA IAABAA
AABB & 1060, 1070 B hLALE
1080, 1350 LA A A
BCAB B N AABAA
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Aluminum Filler Alloy Chart

ALCLAD
3004

GIANT WELDING

3052

G652

Add : No.239 Huanghe Road  Xinbei
District,Changzhou Jiangsu

Tel : 86-519-8580 0008

Fax : B6-519-8580 0006

Mob : 139 1234 7717

Webs @ www.giantweld com

E-mail:masteri@giantweld.com

A
B
B
B
A
B
B
C
B

Mote: Yellow means base alloy; Blue means welding wire; Gray means characteristic.
Note:
: E of welding
: Strength of welding joint
s Duetility
C: Corrosion resistance
T: Service at sustained temperatures above 150(TF 5(°C).
: Color match after anodizing.

Characteristics—A: best; B: good; C: normal; D: poor; C(blank means
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