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J421 AWS A5.1 E6013
Rutile Type Electrode 1ISO 2560-A-E35 0 RA 12
GB/T 5117 E4313

Applications:

It is suitable for welding of low carbon steel structure, especially for the welding of thin plate
steel with short discontinuous weld and requirement of smooth welding pass.

Characteristics:

J421 is a rutile type electrode. Can be welding by both AC & DC power source and can be for
all-position. It have excellent welding performance as stable arc, little spatter, easy slag
removal and reignition-ability etc.

Attention:
In generally, don't need to re-dry the electrode before welding. When it be affected with damp,
should be re-dry it at 150°C-170°C for 0.5-1 hour.

THJ421X AWS A5.1 E6013

Rutile Type Electrode for Vertical-down ISO 2560-B-E4313 A
GB/T 5117 E4313

Applications:

It is suitable for welding of low carbon steel structure, especially for the welding of thin plate
steel with short discontinuous weld and vertical-down.

Characteristics:

THJ421X is a rutile type electrode. Can be welding by both AC & DC power source and can be
for all-position (especially for vertical-down position). It have excellent welding performance
as stable arc, little spatter, easy slag removal and reignition-ability etc.

Attention:

In generally, don't need to re-dry the electrode before welding. When it be affected with damp,
should be re-dry it at 150°C-170°C for 0.5-1 hour.

Chemical Composition of All Weld Metal: (Wt. %)
ltems (63 Mn Si S P Ni Cr Mo V
Require-
ments <0.10 0.32-0.55 <0.30 <0.030 <0.035 <0.30 | =0.20 | =<0.30 | <0.08
Typical
Results 0.08 0.37 0.18 0.020 0.025 0.030 | 0.035 | 0.005 | 0.004

Chemical Composition of All Weld Metal: (Wt. %)
Iltems C Mn Si S P Ni Cr Mo V
Require-
ments <0.20 <1.20 <1.00 | <0.035 <0.040 | <0.30 | <0.20 | =0.30 | <0.08
Typical
Results 0.08 0.40 0.20 0.021 0.024 0.020 | 0.030 | 0.006 | 0.003

Mechanical Properties of All Weld Metal:

Mechanical Properties of All Weld Metal:

ltems Rm/MPa Rel/Rpo2/MPa Al% KV2 (0C) /J
Requirements 440-560 2355 222 247
Typical Results 500 430 27 80

X-ray Radiographic Inspection:
Level I

Typical Operating Procedures: (AC or DC)

Diameter (mm) 2.0 2.5 82 4.0 5.0 5.8
Length (mm) 300 300 350 400 400 400
Current (A) 40-70 50-90 80-130 150-200 180-240 220-280

Classification Of Society Certification:

Ship InspectionAgency | ABS | BV | CCS | DNV | HAKC | LR NK BKI CWB

Recognition Level 2 2 2 2 E6013 | 2m | KMW2 2 E4313
The European Union Certification:
Certification Authority CPD - CE certification of steel structure
Grade 1ISO 2560-A-E35 0 RA 12

Welding Positions:

Z |
:f =
PD PE JF

Z PB PA
Zivd 3

Iltems Rm/MPa Rel/Rpo2/MPa Al% KV2 (0C) /J
Requirements 2430 2330 216 -
Typical Results 510 440 24 87

X-ray Radiographic Inspection:
Level O

Typical Operating Procedures: (AC or DC)

Diameter (mm) 2.0 2.5 3.2 4.0
Length (mm) 300 350 350 400
Current (A) 50-80 60-100 90-140 150-210

Welding Positions:

NN

T~ A f

<—PC

PF

P8 llA T




THJ422 ISO 2560-B-E4303 A

Titania Type Electrode JIS D4303 (mod.)
GB/T 5117 E4303

Applications:
It is suitable for welding of Rm 430MPa level low carbon steel structure.

Characteristics:

THJ422 is a titania type electrode.Can be welding by both AC & DC power source and can be
for all-position. It have excellent welding performance as stable arc, little spatter, easy slag
removal and reignition-ability etc.

Attention:
In generally, don't need to re-dry the electrode before welding. When it be affected with damp,
should be re-dry it at 150°C-170°C for 0.5-1 hour.

E6010 AWS A5.1 E6010

Rutile- cellulosic sodium Type Electrode ISO 2560-B-E4310 A
GB/T 5117 E4310

Applications:
It is suitable for welding of low carbon steel structure as pipeline, shipbuilding and bridge etc.

Characteristics:

E6010 is a rutile-cellulosic sodium type electrode. Can be weld for all-position (especially for
vertical-down position) with DC* only. It have excellent welding performance as stable arc,
little spatter, easy slag removal and reignition-ability etc. Better molten pool control, stronger
arc force and deeper penetration at vertical-down position.

Attention:

1. In generally, don't need to re-dry the electrode before welding. When it be affected with
damp, should be re-dry it at 70°C-90°C for 1 hour.

2. The rust, oil, water and other impurities of the weld area must be removed before welding.

Chemical Composition of All Weld Metal: (Wt. %)
Iltems C Mn Si S = Ni Cr Mo V
Require-
ments <0.10 | 027055 | <025 | <0.030 <0.035 | <0.30 | <0.20 | =0.30 | <0.08
Typical
Results 0.08 0.37 0.14 0.018 0.022 0.030 | 0.035 | 0.005 | 0.004

Mechanical Properties of All Weld Metal:

Chemical Composition of All Weld Metal: (Wt. %)
Iltems C Mn Si S B Ni Cr Mo V
Require- | 4 9 <120 | <1.00 | <0035 | <0040 | <030 | <0.20 | <0.30 | <0.08
ments
Typical
Results 0.09 0.42 0.15 0.010 0.010 | 0.030 | 0.035 | 0.005 | 0.004

ltems Rm/MPa | Rel/Rpg2/MPa Al% KV, (0°C) 1J KV3 (-20°C) /J
Requirements 430-560 2330 222 247 247
Typical Results 480 420 28 80 70

Mechanical Properties of All Weld Metal:

X-ray Radiographic Inspection:
Level I

Typical Operating Procedures: (AC or DC)

ltems Rm/MPa Rel/Rpoz /MPa Al% KV2 (-30°C) /J
Requirements 2430 2330 >20 227
Typical Results 475 400 26 42

Diameter (mm) 2.0 2.5 &2 4.0 5.0 5.8
Length (mm) 300 300 350 400 400 400
Current (A) 40-70 60-90 90-140 160-210 220-270 260-310

Classification Of Society Certification:

X-ray Radiographic Inspection:
Level O

Typical Operating Procedures: (DC")

Ship Inspection Agency | ABS | BV | CCS | HAKC |DNV| LR NK KR RINA

Recognition Level 3 3 3 E4303 | 3 [3m |KMW3 | 3 3

Diameter (mm) 2.5 3.2 4.0 5.0
Length (mm) 350 350 350 400
Current (A) 50-80 60-100 100-140 140-180

Welding Positions:

T
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E6011 AWS A5.1 E6011
Rutile- cellulosic potassium Type Electrode 1ISO 2560-B-E4311 A
GB/T 5117 E4311

Applications:
It is suitable for welding of low carbon steel structure as pipeline, shipbuilding and bridge etc.

Characteristics:

E6011 is a rutile-cellulosic potassium type electrode. Can be weld for all-position (especially
for vertical-down position) with AC and DC”. It have excellent welding performance as stable
arc, little spatter, easy slag removal and reignition-ability etc. Better molten pool control,
stronger arc force and deeper penetration at vertical-down position.

Attention:
1. In generally, don't need to re-dry the electrode before welding. When it be affected with

damp, should be re-dry it at 70°C-90°C for 1 hour.
2. The rust, oil, water and other impurities of the weld area must be removed before welding.

Chemical Composition of All Weld Metal: (Wt. %)
ltems C Mn Si S P Ni Cr Mo \%
Require- | = 45 <120 | <1.00 | <0035 | <0.040 | <030 | <020 | <0.30 | <0.08
ments
Typical 0.09 0.70 0.30 | 0020 0.018 | 0030 | 0.035 | 0.005 | 0.004
Results

Mechanical Properties of All Weld Metal:

Iltems Rm/MPa Rel/Rpo. /MPa Al% KV2 (-30°C) /J
Requirements 2430 2330 220 227
Typical Results 558 460 24.5 45

X-ray Radiographic Inspection:
Level O

Typical Operating Procedures: (AC or DC")

Diameter (mm) 2.5 82 4.0 5.0
Length (mm) 350 350 350 400
Current (A) 40-60 80-100 100-140 150-200

Welding Positions:

T
NN

~o .LT

~—PC

NN

PG
I d 'I‘ " l

THJ506Fe (E7018) AWS A5.1 E7018

ISO 2560-B-E4918 A

Basic Iron Powder Type Electrode
GB/T 5117 E5018

Applications:
It is suitable for the welding of carbon steel and low alloy steel structure, such as Gr.50, and
SO on.

Characteristics:

THJ506Fe is basic potassium-iron powder type electrode with low hydrogen. Both AC & DC
can be used and can be weld for all-position. It have excellent welding performance as good
arc stiffness, little spatter, easy slag removal etc., and higher deposition efficiency.

Attention:
1. The electrode must be re-dry by 350°C-380°C for 1 hour before welding.
2. The rust, oil, water and other impurities of the weld area must be removed before welding.

Chemical Composition of All Weld Metal: (Wt. %)
Iltems C Mn Si S B Ni Cr Mo \
R;g‘;'{se <010 | 085140 | <065 | <0030 | <0.035 | <0.30 | <020 | <0.30 | <0.08
Typical -\ 4 g 1.00 030 | 0015 | 0020 | 0030 | 0.035 | 0005 | 0004
Results

Mechanical Properties of All Weld Metal:

Items Rm/MPa Rel/Rpo2/MPa Al% KV, (-30°C) /J
Requirements 490-660 2400 222 >80
Typical Results 590 480 28 160

X-ray Radiographic Inspection:

Level |

Typical Operating Procedures: (AC or DC*)
Diameter (mm) 2.5 3.2 4.0 5.0
Length (mm) 300 350 400 400
Current (A) 60-100 100-150 170-210 210-250

Classification of Society Certification:
Ship Inspection Agency ABS BV CCSs DNV
Recognition Level 3YH10 3YHH 3YH10 3YH10
Ship Inspection Agency LR NK CWB -
Recognition Level 3YmH15 KMW53H10 E4918 -

Welding Positions:

N\

~—PC

~<rD ol T
PF
PA

\Y

/PB *




THJ506 AWS A5.1 E7016
Basic-potassium Type Electrode ISO 2560-B-E4916 A
GB/T 5117 E5016

Applications:
It is suitable for the welding of carbon steel and low alloy steel structure, such as Gr.50, and
SO on.

Characteristics:

THJ506 is basic potassium type electrode with low hydrogen. Both AC & DC can be used and
can be weld for all-position. It have excellent welding performance as good arc stiffness, little
spatter, easy slag removal etc., and perfect mechanical properties of deposited metal.

Attention:
1. The electrode must be re-dry by 350°C-380°C for 1 hour before welding.
2. The rust, oil, water and other impurities of the weld area must be removed before welding.

Chemical Composition of All Weld Metal: (Wt. %)
Items © Mn Si S P Ni Cr Mo \
R;g‘:}'{: <010 | 085140 | <065 | <0030 | <0035 | <030 | <020 | <030 | <0.08
Typical 1 o7 110 035 | 0012 0018 | 0.030 | 0.035 | 0.005 | 0.004
Results

THJ507 AWS A5.1 E7015

Basic-sodium Type Electrode I1SO 2560-A-E42 3 B 22

GB/T 5117 E5015

Applications:
It is suitable for the welding of carbon steel and low alloy steel structure, such as Gr.50 etc.

Characteristics:

THJ507 is basic-sodium type electrode with low hydrogen. Can be weld for all-position with
DC" only. It have excellent welding performance as good arc stiffness, little spatter, easy slag
removal etc., and perfect mechanical properties of deposited metal.

Attention:
1. The electrode must be re-dry by 350°C-380°C for 1 hour before welding.
2. The rust, oil, water and other impurities of the weld area must be removed before welding.

Mechanical Properties of All Weld Metal:

Iltems Rm/MPa Rel/Rpo2/MPa Al% KV, (-30°C) /J
Requirements 490-660 2400 222 >80
Typical Results 590 510 30 160
X-ray Radiographic Inspection:
Level |
Typical Operating Procedures: (AC or DC*)
Diameter (mm) 2.0 29 B2 4.0 5.0 5.8
Length (mm) 300 300 350 400 400 400
Current (A) 40-70 60-90 80-130 140-190 180-230 240-280
Classification of Society Certification:
Ship Inspection Agency ABS BV CCSs DNV
Recognition Level 3YH10 3YHH 3YH10 3YH10
Ship Inspection Agency LR NK KR ---
Recognition Level 3YmH15 KMW53H10 3YH10 -

Welding Positions:

| ™~pPD PE T
< <—PC
PE

N

PB PA
< i

Chemical Composition of All Weld Metal: (Wt. %)
Iltems C Mn Si S B Ni Cr Mo \%
R;g‘:}'{: <010 | <1.25 | <065 | <0030 | <0.035 | <030 | <020 | <0.30 | <0.08
Dypical | g7 1,00 032 | 0012 | 0017 | 0030 | 0.035 | 0005 | 0004
esults
Mechanical Properties of All Weld Metal:

Items Rm/MPa Rel/Rpo2/MPa A% KV2 (-30°C) /J
Requirements 500-640 2420 222 >80
Typical Results 580 490 30 180

X-ray Radiographic Inspection:
Level [
Typical Operating Procedures: (DC*)
Diameter (mm) 2.0 289 82 4.0 5.0 5.8
Length (mm) 300 300 350 400 400 400
Current (A) 40-70 60-90 90-130 140-180 180-230 20-280
Classification of Society Certification:
Ship Inspection Agency ABS BV CCS DNV RS
Recognition Level 3YH10 3YHH 3YH10 3YH10 [ 3YH10
Ship Inspection Agency LR NK KR RINA -
Recognition Level 3YmH15 | KMW53H10 3YH10 3YH10
The European Union Certification:
Certification Authority CPD - CE certification of steel structure
Grade ISO 2560-A-E42 3 B22

Welding Positions:

] ™rD JE T
PF
PA

~—PC

¢::2 /PB *




THAO002 AWS A5.4 E308L-16
Rutile Type Electrode ISO 3581-B-ES308L-16
GB/T 983 E308L-16

Applications:
For welding of ultra-low carbon’s SUS304L stainless steel, also can be used for SUS321 and
other corrosion resistant stainless steel structure.

Characteristics:

THAO002 is rutile type stainless steel electrode with ultra-low carbon. Can be weld for
all-position with AC or DC. It have excellent welding performance as good arc stiffness, little
spatter, easy slag removal etc., and perfect intercrystalline corrosion resistance of deposited
metal.

Attention:

1. The electrode must be re-dry by 320°C-350°C for 1 hour before welding.

2. The rust, oil, water and other impurities of the weld area must be removed before welding.
3. DC" is better than AC, lower heat input is suggested, the temperature of preheat and
interpass keep under 150C.

Chemical Composition of All Weld Metal: (Wt. %)
Items C Mn Si S P Ni Cr Mo Cu
R;g‘:}'t’: <004 | 0525 | <1.00 | <0.03 | <0.04 | 9.0-120 | 180210 | <075 | <0.75
;V”'ca' 0029 | 094 073 | 0010 | 0028 | 960 19.60 008 | 0.0
esults

Mechanical Properties of All Weld Metal:

ltems Rm/MPa Al%
Requirements 2510 =230
Typical Results 578 l

Typical Operating Procedures: (AC or DC*)

Diameter (mm) 2.0 2.5 3.2 4.0 5.0

Length (mm) 300 300 350 400 400

Current (A) 25-50 50-80 80-110 110-160 160-200
Classification of Society Certification:

Ship Inspection Agency CCs

Recognition Level 304L

Welding Positions:

NN

~—PC

~~pPD JE T
pa °F

AN

NN

/PB *

THAO022 AWS A5.4 E316L-16
Rutile Type Electrode ISO 3581-B-ES316L-16
GB/T 983 E316L-16

Applications:
Mainly used in the welding for SUS316L stainless steel of urea tower, petrochemical
equipment and other equipment as well as the same type of stainless steel structure.

Characteristics:

THAO022 is rutile type stainless steel electrode with ultra-low carbon. Can be weld for
all-position with AC or DC. It have excellent welding performance as good arc stiffness, little
spatter, easy slag removal etc.

Attention:

1. The electrode must be re-dry by 320°C-350°C for 1 hour before welding.

2. The rust, oil, water and other impurities of the weld area must be removed before welding.
3. DC" is better than AC, lower heat input is suggested, the temperature of preheat and
interpass keep under 150°C.

Chemical Composition of All Weld Metal: (Wt. %)
ltems C Mn Si S P
Requirements <0.04 0.5-2.5 <1.00 <0.03 <0.04
Typical Results 0.030 1.01 0.68 0.015 0.025
ltems Ni Cr Mo Cu -
Requirements 11.0-14.0 17.0-20.0 2.0-3.0 <0.75 -
Typical Results 11.82 19.01 2.46 0.08 -
Mechanical Properties of All Weld Metal:
ltems Rm/MPa Al%
Requirements 2490 225
Typical Results 580 45
Typical Operating Procedures: (AC or DC*)
Diameter (mm) 2.0 2.5 3.2 4.0 5.0
Length (mm) 300 300 350 400 400
Current (A) 25-50 50-80 80-110 110-160 160-200
Classification of Society Certification:
Ship Inspection Agency CCs
Recognition Level 316L
Welding Positions:




THA102 AWS A5.4 E308-16
Rutile Type Electrode ISO 3581-B-ES308-16
GB/T 983 E308-16

Applications:

For welding of the working temperature is less than 300°C’s corrosion resistant stainless steel
structure, such as SUS304 etc.

Characteristics:

THA102 is rutile type stainless steel electrode. Can be weld for all-position with AC or DC. It
have excellent welding performance as good arc stiffness, little spatter, easy slag removal etc.,
and perfect intercrystalline corrosion resistance of deposited metal.

Attention:

1. The electrode must be re-dry by 320°C-350°C for 1 hour before welding.

2. The rust, oil, water and other impurities of the weld area must be removed before welding.
3. DC" is better than AC, lower heat input is suggested, the temperature of preheat and
interpass keep under 150°C.

THA302 AWS A5.4 E309-16
Rutile Type Electrode ISO 3581-B-ES309-16
GB/T 983 E309-16

Applications:
For welding of same type stainless steel (such as SUS309 etc.) or dissimilar steel (e.g. 304 +
low carbon steel).

Characteristics:

THA302 is rutile type stainless steel electrode. Can be weld for all-position with AC or DC. It
have excellent welding performance as good arc stiffness, little spatter, easy slag removal etc.,
and perfect intercrystalline corrosion resistance of deposited metal.

Attention:

1. The electrode must be re-dry by 320°C-350°C for 1 hour before welding.

2. The rust, oil, water and other impurities of the weld area must be removed before welding.
3. DC" is better than AC, lower heat input is suggested, the temperature of preheat and
interpass keep under 150°C.

Chemical Composition of All Weld Metal: (Wt. %)
Items C Mn Si S P Ni Cr Mo Cu
R,m'{: <008 | 0525 | <1.00 | <0.03 | <0.04 | 9.0-11.0 | 18.0-21.0 | <0.75 | <0.75
Typical 1 o 0.87 067 | 0010 | 0025 | 950 20.00 009 | 008
Results

Mechanical Properties of All Weld Metal:

ltems Rm/MPa Al%
Requirements 2550 230
Typical Results 596 43
Typical Operating Procedures: (AC or DC*)
Diameter (mm) 2.0 25 3.2 4.0 5.0
Length (mm) 300 300 350 400 400
Current (A) 25-50 50-80 80-110 110-160 160-200
Classification of Society Certification:
Ship Inspection Agency CCSs
Recognition Level 304

Welding Positions:

v
m

—

a

Chemical Composition of All Weld Metal: (Wt. %)
ltems C Mn Si S P
Requirements <0.15 0.5-2.5 <1.00 <0.03 <0.04
Typical Results 0.060 0.89 0.69 0.010 0.025
Iltems Ni Cr Mo Cu -
Requirements 12.0-14.0 22.0-25.0 <0.75 <0.75 ---
Typical Results 12.50 24.05 0.10 0.08 -—-
Mechanical Properties of All Weld Metal:
ltems Rm/MPa A%
Requirements 2550 225
Typical Results 600 38
Typical Operating Procedures: (AC or DC*)
Diameter (mm) 2.0 2.5 3.2 4.0 5.0
Length (mm) 300 300 350 400 400
Current (A) 25-50 50-80 80-110 110-160 160-200
Classification of Society Certification:
Ship Inspection Agency CCs
Recognition Level 304

Welding Positions:

%
PE JF

\/
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THZ308
Graphite Type Cast Iron Electrode

AWS A5.15 ENi-CI (mod.)
GB/T 10044 EC Ni-CI-B

Applications:
For the welding of thin cast iron or cast iron part need be machined, such as cylinder cover,
engine bearer, gear box, machine tool guide.

Characteristics:

THZ308 is cast iron electrode made by graphite type coating and pure-Ni core rod. Can be
weld by AC or DC and not need preheating when welding. Excellent crack resistance ability
and machining performance of welding metal.

Attention:

1. The electrode must be re-dry by 140°C-160°C for 1 hour before welding.

2. To avoid the crack, hammer the welding pass as soon as after welding is be suggested.
3. Lower heat input is recommend.

THZ408
Graphite Type Cast Iron Electrode

AWS A5.15 ENiFe-ClI (mod.)
GB/T 10044 EC NiFe-Cl

Applications:
For the high strength gray cast iron and nodular cast iron’s repair welding, such as cylinder,
engine bearer, gear box.

Characteristics:

THZ408 is cast iron electrode made by graphite type coating and Ni-Fe core rod. Can be weld
by AC or DC and not need preheating or just preheating to 200°C when welding. High
strength, excellent elongation and lower coefficient of linear expansion of welding metal.

Attention:

1. The electrode must be re-dry by 140°C-160°C for 1 hour before welding.

2. To avoid the crack, hammer the welding pass as soon as after welding is be suggested.
3. Lower heat input is recommend.

Chemical Composition of All Weld Metal: (Wt. %)
ltems C Mn Si S Fe Ni Others
Requirements <20 <1.0 <25 <0.03 <8.0 290.0 <1.0
Typical Operating Procedures: (AC or DC*)
Diameter (mm) 25 3.2 4.0
Length (mm) 300 350 350
Current (A) 60-90 90-110 120-150

Chemical Composition of All Weld Metal: (Wt. %)
ltems C Mn Si S e Ni Cu Al Others
Requirements | <2.0 <25 <40 | <0.03 | balance | 45-60 <25 <1.0 <1.0
Typical Operating Procedures: (AC or DC*)
Diameter (mm) &2 4.0 5.0
Length (mm) 300 350 350
Current (A) 90-110 120-150 160-190




THQ-50C AWS A5.18 ER70S-6
GMAW Solid Wire ISO 14341-A-G42 3C1 Z3Si1
GBIT8110 G49A3UC1S6

Applications:
It is suitable for the welding of carbon steel and low alloy steel, such as Gr.50, and so on.
Characteristics:

This GMAW wire is for Rm 500MPa level carbon steel with shield gas of CO2 or M21. Small
spatter, beautiful appearance, high deposition efficiency and small weld metal porosity
sensibility. All positions is suitable.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.
2. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Chemical Composition of Wire: (Wt. %)
Require 0.06 1.40 0.80 < < < < < < <
ments | -015 | -1.85 | 115 | 0025 | 0025 | 045 | 045 | 045 | 003 | 050
Typical 1508 | 150 | 089 | 0012 | 0013 | 003 | 002 | 0002 | 0003 | 011
Results

Mechanical Properties of All Weld Metal: (CO2)

Requirements =500 2420 222 227
Typical Results 540 450 26 100
X-ray Radiographic Inspection:

Level O

Typical Operating Procedures: (DC *)

Current (A) 50-180 70-230 80-350 120-500

Classification of Society Certification:

Level Of Recognition 3YSAH10 SA3YMHH 3YSM MYMS(H10)

Ship Inspection Agency LR NK KR CWB

Level Of Recognition 3YSAH15 KSW53G(C)10 | 3YSG(C)10 | B-G49A3CG6

EU Certification:

Grade 1SO14341-A-G42 3 C1 Z3Si

Welding Positions:

~o .?ET

~—PC

PG
PB PA PF l
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THQ-50N AWS A5.18 ER70S-6
GMAW Solid Wire ISO 14341-A-G42 3C1/G42 4M21 3Si
GB/T8110 G49A3UC1SEN/GAIA4UM21S6N

Applications:

It can be used in the welding of carbon steel and low alloy steel in the corresponding strength
grade, which can be used in engineering machinery, shipbuilding, vehicle manufacturing,
petrochemical and other industries.

Characteristics:

THQ-50N is Rm 500MPa level non—copper coated carbon steel wire with shield gas of CO2
orM21.The welding spatter is small, and it has beautiful shape, high current and high speed
welding stable and reliable, no copper smoke, environmental protection,high cladding
efficiency. It can be used for all position.It is an environ—mentally friendly product that
conforms to automated andintelligent welding manufacturing.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.
2. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Chemical Composition of Wire: (Wt. %)

Requirements <0.15 <0.15 <0.03 <0.35 <0.02 <0.15

Mechanical Properties of All Weld Metal: (CO2)

Requirements 520-640 2420 222 247
Typical Results 580 450 30 78

X-ray Radiographic Inspection:
Level I
Typical Operating Procedures: (DC )

Current (A) 50-180 70-230 80-350 120-500
EU Certification:

Grade 1SO 14341-A-G42 3C1/G42 4M21 3Si1

Welding Positions:




THQ-50CG3 AWS A5.18 ER70S-6
GMAW Solid Wire ISO 14341-A-G 42 3 C1/G42 4 M21 3Si1
GB/T8110 G49A3UC1S6/G49A4UM21S6

Applications:

It can be used in the welding of carbon steel and low alloy steel in the corresponding strength
grade, which can be used in engineering machinery, shipbuilding, vehicle manufacturing,
petrochemical and other industries, especially in the locomotive and rolling stock
manufacturing industry.

Characteristics:

Wire of THQ-50CG3 is Rm 500MPa level carbon steel wire with shield gas of COz or M21.
The welding spatter is small, and it has beautiful shape, high cladding efficiency. It can be
used for all position.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.
2. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Chemical Composition of Wire: (Wt. %)

Requirements <0.15 <0.15 <0.03 <0.35 <0.02 <0.15

Mechanical Properties of All Weld Metal: (CO2)

Requirements 520-640 2420 222 247
Typical Results 550 455 29 78

X-ray Radiographic Inspection:
Level T

Typical Operating Procedures: (DC *)

Current (A) 50-180 70-230 80-350 120-500
EU Certification:

Grade 1ISO14341-A-G42 3 C1/G42 4 M21 3Si1

Welding Positions:

o 1
~—PC oF

<8 'r T

THQ-50CG4 AWS A5.18 ER70S-6
GMAW Solid Wire ISO 14341-A-G42 3C1 4Si1/G46 4M21 4Si1
GB/T8110 G49A3UC1S6/G55A4UM21S6

Applications:

It can be used in the welding of carbon steel and low alloy steel in the corresponding strength
grade, which can be used in engineering machinery, shipbuilding, vehicle manufacturing,
petrochemical and other industries, especially in the locomotive and rolling stock
manufacturing industry.

Characteristics:

Wire of THQ-50CG4 is Rm 500MPa level carbon steel wire with shield gas of CO2 or M21.
The welding spatter is small, and it has beautiful shape, high cladding efficiency. It can be
used for all position.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.
2. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Chemical Composition of Wire: (Wt. %)
0.06-0.14 | 1.60-1.85 | 0.80-1.15 | <0.025 | <0.025

Requirements <0.15 <0.15 <0.03 <0.35 <0.02 <0.15
Mechanical Properties of All Weld Metal:

Requirements C1 520-600 2420 222 247(-30°C)
Typical Results C1 560 440 30 58
Requirements M21 550-680 2460 222 247(-40°C)
Typical Results M21 580 483 28 88

X-ray Radiographic Inspection:
Level I

Typical Operating Procedures: (DC *)

Current (A) 50-180 70-230 80-350 120-500
EU Certification:

Grade 1ISO14341-A-G42 3 C1 4Si1/G46 4M21 4Si1

Welding Positions:

T~ e f
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THT50-6 AWS A5.18 ER70S-6
GTAW Solid Wire ISO 636-B-W49A3W6
GB/T39280W49A3U6

Applications:

It is suitable for the welding of carbon steel and low alloy steel, such as Gr.50, and so on. Can
be for pipeline’s backing weld.

Characteristics:

This GTAW wire is for Rm 500MPa level carbon steel. The welding performance is excellent.
All positions is suitable.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.
2. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Chemical Composition of Wire: (Wt. %)

Require 0.06 1.40 0.80 < < < < < < <
ments 015 | 185 | -1.15 | 0.025 | 0.025 0.15 0.15 0.15 0.03 0.50

Mechanical Properties of All Weld Metal: (Ar)

Requirements =500 2420 222 247

X-ray Radiographic Inspection:
Level T

Classification of Society Certification:

Level Of Recognition 3Y

Welding Positions:

> 4+
| ™pD PE T
~—pC o
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THQ-60D AWS A5.18 ER80S-G
GMAW Solid Wire GB/T8110 G55A3C1S4M31T
Applications:

It can be used in the welding of carbon steel and low alloy steel in the corresponding strength
grade, which can be used in construction machinery, coal mining machinery etc.

Characteristics:

Wire of THQ-60D is Rm 550MPa level low alloyed steel wire with shield gas of CO2 or M21.
The welding spatter is small, and it has beautiful shape, high cladding efficiency. It can be used
for all position.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.
2. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Chemical Composition of Wire: (Wt. %)

1.20-1.90 0.40-0.80 <0.025

Requirements <0.025 0.20-0.50 <0.20 <0.35

Mechanical Properties of All Weld Metal: (CO3)

Requirements 2550 2460 217 227
Typical Results 600 530 25 100

X-ray Radiographic Inspection:
Level T

Typical Operating Procedures: (DC *)

Current (A) 70-230 80-350 120-500

Welding Positions:

2 s (-
4_:ﬁPB pa  °F l
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THQ-60C AWS A5.18 ER90S-G
GMAW Solid Wire GB/T39281 G59A3U M21 ZCT

Applications:

It can be used in the welding of carbon steel and low alloy steel in the corresponding strength
grade, which can be used in construction machinery, coal mining machinery etc.

Characteristics:

Wire of THQ-60C is Rm 600MPa level low alloyed steel wire with shield gas of M21 only.
The welding spatter is small, and it has beautiful shape, high cladding efficiency. It can be used
for all position.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.
2. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Chemical Composition of Wire: (Wt. %)

1.40-1.80 0.50-0.90 <0.025

Requirements <0.025 0.10-0.30 <0.12 <0.35

Mechanical Properties of All Weld Metal: (M21)

Requirements 2600 2490 219 247
Typical Results 630 540 25 80

X-ray Radiographic Inspection:
Level I

Typical Operating Procedures: (DC *)

Current (A 70-230 80-350 120-500

Welding Positions:

g ~FD I?E T
S—Pc PF
PB PA
» 3

THS-308 / THT-308 AWS A5.9 ER308
Stainless Steel Solid Wire GB/T 29713 S308
Applications:

For the welding of stainless steel as SUS 302, SUS 304 etc.
THS-308 is MIG wire, THT-308 is TIG rod.

Characteristics:
THS-308 / THT-308 are the austenite stainless steel solid wires. Have perfect welding

performance, stable and soft arc, beautiful appearance. All positions is suitable.

Attention:
1. The rust, oil, water and other impurities of the weld area must be removed before welding.

2. The shield gas should be THS-308 is with Ar + (1%-3%)0,, THT-308 is with pure Ar.

Chemical Composition of Wire: (Wt. %)

Requirements

Mechanical Properties of All Weld Metal:

Typical Results 600 40

Welding Positions:

] ~p X T
PF
PA




THS-308L / THT-308L AWS A5.9 ER308L

Stainless Steel Solid Wire GB/T 29713 S308L

Applications:
For the welding of stainless steel as SUS 302L , SUS 304Letc.
THS-308L is MIG wire, THT-308L is TIG rod.

Characteristics:
THS-308L/ THT-308L are the ultra-low carbon austenite stainless steel solid wires. Have perfect

welding performance, stable and soft arc, beautiful appearance. All positions is suitable.

Attention:
1. The rust, oil, water and other impurities of the weld area must be removed before welding.

2. The shield gas should be THS-308L is with Ar+(1%-3%)O2, THT-308L is with pure Ar.

Chemical Composition of Wire: (Wt. %)

Requirements

Mechanical Properties of All Weld Metal:

Typical Results 590 40

Classification of Society Certification (THS-308L):

Level Of Recognition 304L

Welding Positions:

“~PD PE T
~—PC i

PB PA
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THS-309 / THT-309 AWS A5.9 ER309
Stainless Steel Solid Wire GB/T 29713 S309
Applications:

For the welding of stainless steel as SUS 309 etc.

THS-309 is MIG wire, THT-309 is TIG rod.

Characteristics:
THS-309 / THT-309 are the austenite stainless steel solid wires. Have perfect welding

performance, stable and soft arc, beautiful appearance. All positions is suitable.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.

2. The shield gas should be THS-309 is with Ar + (1%-3%)0O,, THT-309 is with pure Ar.

Chemical Composition of Wire: (Wt. %)
Redukements < 1.00- | 0.30- < < 12.00- | 23.00- < <
a 012 | 250 | 065 0020 | 0025 | 14.00 | 2500 | 075 | 0.75

Mechanical Properties of All Weld Metal:

Typical Results 605 36

Welding Positions:

~<~—PC
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THS-309L / THT-309L AWS A5.9 ER309L
Stainless Steel Solid Wire GB/T 29713 S309L
Applications:

For the welding of stainless steel as SUS 309L etc.
THS-309L is MIG wire, THT-309L is TIG rod.

Characteristics:

THS-309L / THT-309L are the austenite stainless steel solid wires. Have perfect welding
performance, stable and soft arc, beautiful appearance. All positions is suitable.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.
2. The shield gas should be THS-309L is with Ar + (1%-3%)O,, THT-309L is with pure Ar.

Chemical Composition of Wire: (Wt. %)

Requirements

Mechanical Properties of All Weld Metal:

Typical Results 580 35
Classification of Society Certification (THS-309L / THT-309L):

Level Of Recognition 309L
EU Certification:

THS-309L 1ISO14343-A-G23 12 L

THT-309L Grade 1ISO14343-A-G23 12 L

Welding Positions:

~eo e

~—PC

PB PA
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THS-316L / THT-316L AWS A5.9 ER316L

Stainless Steel Solid Wire GB/T 29713 S316L

Applications:
For the welding of stainless steel as SUS 316L etc.

THS-316L is MIG wire, THT-316L is TIG rod.

Characteristics:
THS-316L / THT-316L are the austenite stainless steel solid wires. Have perfect welding

performance, stable and soft arc, beautiful appearance. All positions is suitable.

Attention:
1. The rust, oil, water and other impurities of the weld area must be removed before welding.

2. The shield gas should be THS-316L is with Ar + (1%-3%)O2, THT-316L is with pure Ar.

Chemical Composition of Wire: (Wt. %)

Requirements

Mechanical Properties of All Weld Metal:

Typical Results 580 38

Classification of Society Certification (THS-316L / THT-316L):

Level Of Recognition 316L

Welding Positions:

~PD PfE T
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THY-51A AWS A5.20 E71T-1C-J
Rutile Flux Cored Wire ISO 17632-A-T424PC12H10
GB/T10045 T494T1-1C1A

Application:

Applying for the welding of carbon steel and low alloy steel for shipbuilding, bridges, structure
buildings, vehicles, and machinery.

Characteristic:

This wire is CO2 gas shielded rutile flux cored wire, applying for all position welding, with
excellent mechanical properties and process performance. Less spatter, the arc is stable and
soft, easy slag removal, the weld molding is beautiful.

Attention:

1. Weld by DC* only.

2. Interpass temperature is at 150°C to 200°C

3. The rust, oil, water and other impurities of the weld area must be removed before welding.

Chemical Composition of All Weld Metal (CO2): (Wt. %)
ltem C Mn Si Ni S P
Typical Results 0.05 1.38 0.45 0.48 0.010 0.019
Mechanical Properties of All Weld Metal (CO.):
ltem Rel/Rpo.2/MPa Rm/MPa A% KV2(-40°C)/J
Typical Results 490 575 27 100

Content of Diffusion Hydrogen In Deposited Metal (Typical Results):
8ml/100g (Mercury method)

Typical Operating Procedures: (DC*)

Diameter (mm) | Welding position 1.2 1.4 1.6
Current (A) PA 180-280 200-280 240-300
Current (A) PE, PF 120-260 180-280 180-280
Classification of Society Certification:
Ship inspection Agency ABS BV CCS DNV
Level Of Recognition 4YSAH10 SA4YHH 4YSMH10 | IVYMS (H10)
Ship inspection Agency LR NK KR -
Level Of Recognition 4YSH5 KSW54G(C)H10 4YSG(C)H10 -
Welding Positions: The European Union Certification:
0 Certification Authority| CPD - CE certification of steel structure
PE T Grade ISO 17632-A-T424PC12H10

PF

THY-51B AWS A5.20 E71T-1C
Rutile Flux Cored Wire ISO 17632-A-T422PC2H10
GB/T10045 T492T1-1C1A

Application:

Applying for the welding of carbon steel and low alloy steel for shipbuilding, bridges, structure
buildings, vehicles, and machinery.

Characteristic:

This wire is CO2 gas shielded rutile flux cored wire, applying for all position welding, with
excellent mechanical properties and process performance. Less spatter, the arc is stable and
soft, easy slag removal, the weld molding is beautiful.

Attention:

1. Weld by DC* only.
2. Interpass temperature is at 150°C to 200°C
3. The rust, oil, water and other impurities of the weld area must be removed before welding.

Chemical Composition of All Weld Metal (CO3): (Wt. %)
Iltem C Mn Si S B
Typical Results 0.06 1.38 0.45 0.010 0.019
Mechanical Properties of All Weld Metal (CO»):
KV2 /J
Item Rel/Rpo 2/MPa Rm/MPa Al% 200 30C
Typical Results 475 551 29 120 80

Content of Diffusion Hydrogen In Deposited Metal (Typical Results):
5.4ml/100g (Mercury method)

Typical Operating Procedures: (DC *)

Diameter (mm) 0.8 0.9 1.0 1.2 1.4 1.6
Voltage (V) 20-24 20-24 20-25 22-26 22-28 24-30
Current (A) 70-150 | 80-160 | 100-170 | 180-280 | 200-280 | 240-300
Extension length (mm) 15-20 15-20 15-20 15-20 15-20 15-20
Gas flow (I/min) 20-25 20-25 20-25 20-25 20-25 20-25
Classification of Society Certification:
Ship inspection Agency ABS BV CCS DNV RS
Level Of Recognition 3YSAH10 SA3YHH 3YSMH10 | HIYMS (H10) | 3YH10
Ship inspection Agency LR NK KR CwB RINA
Level Of Recognition 3YSH10 KSW53G(C)H10 | 3YSG(C)H10 | E491T-9-H8 | 3YSH10
Welding Positions:  The European Union Certification:
% ~ | Certification Authority| CPD - CE certification of steel structure
PE T PG % Grade ISO 17632-A-T422PC2H10
PA PF l
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THY-J5011-GS
Self-shielded Flux Cored Wire

AWS A5.20 E71T-GS
GB/T10045 T49ZT11-1INSA

Application:

Applying for the outdoor welding of RM 500MPa level carbon steel such as thin sheet steel
structure and the plate thickness is low than 1.0mm, small size vertical down welding,
galvanized plate etc.

Characteristic:

This wire is self-shielded flux cored wire, can be weld for all position. Excellent process
performance. Less spatter, the arc is stable and soft, easy slag removal, the weld molding is
beautiful.

Attention:

1. Weld by DC™ only.
2. Interpass temperature is at 135°C to 165C

Chemical Composition of All Weld Metal: Wt. %)
Iltem C Mn Si S P Ni Al

Requirements <0.3 <1.75 | <090 | <0.08 | <0.03 | <0.50 | <1.80

Mechanical Properties of All Weld Metal:
Iltem Rel/Rpg.2/MPa Rm/MPa

Requirements =480 =400

Typical Operating Procedures: (DC")

Diameter (mm) 0.8 0.9 1.0 1.2 1.4 1.6
Voltage (V) 14-20 14-20 16-22 18-24 20-26 20-26
Current (A) 120-180 | 120-180 | 120-200 | 150-230 | 170-260 | 170-260

Extension length (mm) 15-20 15-20 15-20 15-20 15-20 15-20

Welding Positions:
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THY-58Ni1

Self-shielded Flux Cored Wire

AWS A5.29 E71T8-Ni1-J (mod.)
GB/T10045 T494T8-1NA-N2

Application:
Applying for the outdoor welding of RM 500MPa level carbon steel such as pipeline of API

X52 to X70, also for offshore platform and large oil storage tank etc.

Characteristic:
This wire is self-shielded flux cored wire, can be weld for all position (especially suitable for
welding position of PG). Excellent process performance. Stronger arc, less spatter, the arc is

stable and soft, easy slag removal.

Attention:
1. Weld by DC~ only

2. Wire extention is 20mm

Chemical Composition of All Weld Metal: (Wt. %)
Item C Mn Si S B Ni Al
Typical Results 0.03 0.87 0.03 0.004 | 0.011 | 0.94 | 0.94

Mechanical Properties of All Weld Metal:

Item Rel/Rpo2/MPa Rm/MPa A% KV2(-40C)/J

Typical Results 426 495 29 170

Welding Positions:

o e
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THY-558Ni2 AWS A5.29 E81T8-Ni2-J (mod.)
Self-shielded Flux Cored Wire GB/T10045 T554T8-INA-N5

Application:
Applying for the outdoor welding of RM 550MPa level carbon steel such as pipeline of API

X80, also for offshore platform, shipbuilding and large oil storage tank etc.

Characteristic:
This wire is self-shielded flux cored wire, can be weld for all position (especially suitable for
welding position of PG). Excellent process performance. Stronger arc, less spatter, the arc is

stable and soft, easy slag removal.

Attention:
1. Weld by DC~ only

2. Wire extention is 20mm

Chemical Composition of All Weld Metal: (Wt. %)
ltem (¢} Mn Si S P Ni Al

Typical Results 0.048 1.28 0.03 0.006 0.013 215 | 0.88

Mechanical Properties of All Weld Metal:

Item Rel/Rpo.2/MPa Rm/MPa A% KV2(-40°C)/J

Typical Results 520 590 25 150

THY-70MC AWS A5.20 E70T-1C (mod.)
Metal-powder Type Flux Cored Wire 1ISO 17632-B-T-492T1-0CA (mod.)
GB/T10045 T492T1-0C1A

Application:
Applying for the outdoor welding of RM 500MPa level carbon steel such as shipbuilding and
offshore platform etc. Especially for the welding of steel plates be painted at bottom layer by

rich inorganic zinc paint

Characteristic:
This wire is metal-powder type flux cored wire. Higher deposited efficiency. Excellent process

performance. Less spatter, the arc is stable and soft, easy slag removal.

Attention:
1. Weld by DC* only

2. Wire extention is 20mm

Chemical Composition of All Weld Metal: (Wt. %)
Item C Mn Si S P
Typical Results 0.04 1.60 0.46 0.006 0.011

Mechanical Properties of All Weld Metal:

ltem Rel/Rpo2/MPa Rm/MPa Al% KV2(-20°C)/J

Typical Results 500 590 28 130

Welding Positions:

~PD JE < 2
~—PC l
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Classification of Society Certification:

Ship Inspection Agency LR DNV CCS

Recognition Level 3YSH10 MYMS (H10) 3YSMH10

Welding Positions:

NN




THY-A308LQ AWS A5.22 E308LT1-1 THY-A309LQ

AWS A5.22 E309LT1-1

Flux Cored Wire GB/T 17853 TS 308L-FC11 Flux Cored Wire GB/T 17853 TS 309L-FC11
Applications: Applications:
For welding of ultra-low carbon’s SUS304L stainless steel, also can be used for SUS321 and For welding of ultra-low carbon’s SUS309L stainless steel and dissimilar steel (304L+ low
other corrosion resistant stainless steel structure. carbon steel).
Characteristics: Characteristics:
THY-A308LQ is stainless steel flux cored wire with ultra-low carbon. Can be weld for all THY-A309LQ is stainless steel flux cored wire with ultra-low carbon. Can be weld for all
position by DC™ only. It have excellent welding performance as good arc stiffness, little spatter, position by DC* only. It have excellent welding performance as good arc stiffness, little spatter,
easy slag removal etc., and perfect intercrystalline corrosion resistance of deposited metal. easy slag removal etc., and perfect intercrystalline corrosion resistance of deposited metal.
Attention: .

Attention:

1. Wire extention is 20mm, shield gas flow should be in 20L/min to 25L/min.
) 5 1. Wire extention is 20mm, shield gas flow should be in 20L/min to 25L/min.
2. Interpass temperature is lower than 120°C

Chemical Composition of All Weld Metal: (Wt. %) 2. Interpass temperature is lower than 120°C
ltems | C Mn Si s P Ni Cr Mo | Cu Chemical Composition of All Weld Metal: (Wt. %)
Requie- | <004 | 0525 | <1.00| <003| <004| 90120 | 180210 | <05 | <05 Items C | Mn | Si S P T o e
ments Reauirement < | 05 < < < | 120- | 220 = =
FE‘é’;‘jﬂ 0.03 151 066 | 0013 | 0.027 | 10.16 19.85 013 | 0410 equirements | o4 | 25 | 100 | 003 | 004 | 140 | 250 | 05 0.5

Typical Results 0.03 1.49 0.62 0.005 | 0.028 | 1287 | 22.70 0.06 0.15

Mechanical Properties of All Weld Metal:

ltems Rm/MPa A% Mechanical Properties of All Weld Metal:
Requirements 2520 225
Typical Results 590 45 ltem Rel/Rpo.2/MPa Rm/MPa A%
i > > >
Content of ferrite in all weld metal: Requirements =345 =520 =25
FN3-10% Typical Results 460 550 32
TVP"’"" Operating Procedures: Content of ferrite in all weld metal:
Diameter (mm) 1.2 1.6 FN3-10%
Current (A) 140-240 200-300 . .
Voltage (V) 2430 2632 Typical Operating Procedures:
. . . Diameter (mm) 1.2 1.6
Classification of Society Certification: Current (A) 140-240 200-300
Shlp |nSpeCtiOn Agency ABS CCs BV DNV LR Voltage (V) 24-30 26-32
Recognition Level E308LT1-1 | 304LS | S308LBT | VL308L | 304L
Welding Positions: Cla.ssmcatl.on of Society Certification:
Ship Inspection Agency ABS CCSs BV DNV
Recognition Level E309LT1-1 309LS S309L VL 309L

Welding Positions:
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THY-A316LQ
Flux Cored Wire

AWS A5.22 E316LT1-1
GB/T 17853 TS 316L-FC11

Applications:

For welding of ultra-low carbon’s SUS316L stainless steel.

Characteristics:

THY-A316LQ is stainless steel flux cored wire with ultra-low carbon. Can be weld for all
position by DC* only. It have excellent welding performance as good arc stiffness, little spatter,

easy slag removal etc., and perfect intercrystalline corrosion resistance of deposited metal
etc.

Attention:
1. Wire extention is 20mm, shield gas flow should be in 20L/min to 25L/min.

2. Interpass temperature is lower than 120°C

Chemical Composition of All Weld Metal: (Wt. %)
Items C Mn Si S P Ni Cr Mo Cu
< 05 < < < 1.0- | 170- | 20- <

Require-men's | 004 | 25 | 100 | 003 | 004 | 140 | 200 | 30 0.5

Typical Results 0.03 1.21 0.55 0.004 0.03 11.84 | 18.67 247 0.31

Mechanical Properties of All Weld Metal:

THM-43
SAW Solid Wire

AWS A5.17 EL8
GB/ T5293 SUOSA

Applications:

It is suitable for the welding of Rm 430MPa level carbon steel structure, such as SA-36/Gr.D,
and so on.

Characteristic:

THM-43 is copper coated solid wire, and it can be used in automatic submerged arc welding
with welding flux. The weld metal has excellent mechanical properties.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.
2. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Chemical Composition of Wire: (Wt. %)

Item C Mn Si S P Cr Ni Cu

Requirements <0.10 0.40-0.65 <0.03 | =0.030 <0.030 | <020 | =0.30 | <0.35

Typical Results 0.07 0.48 0.01 0.013 0.015 0.01 0.02 0.10

Mechanical Properties of All Weld Metal (TH-SJ301/THM-43):

ltems Rm/MPa A%
Requirements 2485 225
Typical Results 575 38

Content of ferrite in all weld metal:

FN3-10%

Typical Operating Procedures:
Diameter (mm) 1.2 1.6
Current (A) 140-240 200-300
Voltage (V) 24-30 26-32

Classification of Society Certification:

Ship Inspection Agency

ABS

DNV

CCSs

Recognition Level

E316LT1-1

VL 316L

316LS

Welding Positions:

NN

£
AN
PD PE JF

~—PC

NN

PB PA
2 ¥

%
A

ltems Rm/MPa Rel/Rpo.2/MPa A% KV, (-20°C) /J
Requirement 430-600 2330 =220 227
Typical Results 460 375 28 80
Normal Diameter of Wire:
Size (mm) 2.0 2.5 3.2 4.0 5.0
Classification of Society Certification (TH-SJ301/THM-43):
Ship inspection agency CES RINA
Level of recognition 3T™ 3T/3M




THM-43A AWS A5.17 EM12
SAW Solid Wire GB/ T5293 SU26

Applications:

It is suitable for the welding of Rm 430MPa level carbon steel structure, such as SA-36/Gr.D,
and so on.

Characteristic:

THM-43A is copper coated solid wire, and it can be used in automatic submerged arc welding
with welding flux. The weld metal has excellent mechanical properties.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.
2. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Chemical Composition of Wire: (Wt. %)

Item C Mn Si S P Cr Ni Cu

THM-12K AWS A5.17 EM12K
SAW Solid Wire GB/ T5293 SU21
Applications:

It is suitable for the welding of Rm 490MPa level carbon steel and low alloy steel structure,
such as Gr.50, and so on.

Characteristic:

THM-12K is copper coated solid wire, and it can be used in automatic submerged arc welding
with welding flux. The weld metal has excellent mechanical properties.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.
2. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Requirements <0.10 0.80-1.10 <0.07 | =0.030 <0.030 | =020 | =<0.30 | <0.35

Typical Results 0.08 0.95 0.02 0.011 0.015 0.01 0.01 0.10

Chemical Composition of Wire: (Wt. %)
Iltem C Mn Si S P Cr Ni Cu
0.05- 0.80- 0.10- < < < < <

Requirements | 45 | 425 | 035 | 0.025 | 0025 | 015 | 0.15 | 040

Mechanical Properties of All Weld Metal (TH-SJ301/THM-43A):

Typical Results | 0.08 0.95 0.20 0.011 0.015 0.01 0.01 0.10

Mechanical Properties of All Weld Metal(TH - SJ101/THM-12K):

Items Rm/MPa Rel/Rpo2/MPa A% KV, (-20°C) /J
Requirement 430-600 2330 220 227
Typical Results 475 380 30 110

Normal Diameter of Wire:

Size (mm) 2.0 2.5 3.2 4.0 5.0

Items Rm/MPa Rel/Rpo2/MPa A% KV, (-20°C) /J
Requirement 490-670 2390 218 227
Typical Results 510 415 30 90

Classification of Society Certification(TH-SJ301/THM-43A):

Normal Diameter of Wire:

Ship inspection agency CCS

Size (mm) 2.0 2.5 3.2 4.0 5.0

Level of recognition 3T™




THM-43B AWS A5.17 EH14 (mod.)
SAW Solid Wire GB/ T5293 SU34 (H10Mn2)

Applications:

It is suitable for the welding of Rm 490MPa level carbon steel and low alloy steel structure,
such as Gr.50, and so on.

Characteristic:

THM-43B is copper coated solid wire, and it can be used in automatic submerged arc welding
with welding flux. The weld metal has excellent mechanical properties.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.
2. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Chemical Composition of Wire: (Wt. %)

Item C Mn Si ) P Cr Ni Cu

Requirements | <0.12 1.50-1.90 <0.07 | =0.030 <0.030 <0.20 <0.30 | =<0.35

Mechanical Properties of All Weld Metal (TH-SJ101/THM-43B):

Items Rm/MPa Rel/Rpo 2 /MPa A% KV, (-20°C) /J
Requirement 490-670 2390 218 227
Typical Results 530 445 30 100

Normal Diameter of Wire:

Size (mm) 2.0 | 25 | 3.2 \ 4.0 \ 5.0

Classification of Society Certification(TH-SJ101/THM-43B):

Ship inspection agency ABS CCS DNV LR
Level of recognition 3YT™ 3YTM mYT™ 3YT/I3YM

Ship inspection agency NK RINA KR BV
Level of recognition KAW53TM 3YT/3YM 3YTM 3YTM

EU Certification:

Product Certification Authority CPD-CE

THM-43B / TH-SJ101 Grade 1SO14171-A-S42 4 FB S3/1S0O 14174 SAFB1

THM-EH14 AWS A5.17 EH14
SAW Solid Wire GB/ T5293 SU41

Applications:

It is suitable for the welding of Rm 490MPa level carbon steel and low alloy steel structure,
such as Gr.50, and so on.

Characteristic:

THM-EH14 is copper coated solid wire, and it can be used in automatic submerged arc
welding with welding flux. The weld metal has excellent mechanical properties.

Attention:

1. The rust, oil, water and other impurities of the weld area must be removed before welding.

2. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Chemical Composition of Wire: (Wt. %)
Item © Mn Si S P Cr Ni Cu
Requi 010020 | 180220 | .S = = = = =
equirements | 0.10-0. o2 010 | 0030 | 0030 | 020 | 030 | 035
Typical 0.16 20 003 | 0012 | 0015 | 001 | 001 | 010
Results

Mechanical Properties of All Weld Metal (TH-SJ101/THM-EH14):

Items Rm/MPa Rel/Rpo2/MPa A% KV, (-20°C) /J
Requirement 490-670 2390 220 227
Typical Results 550 460 31 140

Normal Diameter of Wire:

Size (mm) 2.0 2.5 3.2 4.0 5.0

EU Certification:
Product Certification Authority CPD-CE
THM-EH14/TH-SJ101 Grade ISO14171-A-S42 4 FB S4/1SO 14174 SAFB1




TH-SJ101 AWS A5.17 F7A0-EH14
SAW Agglomerated Flux GB/T 5293 S49A 2 FB-SU41
Applications:

It can be used in single-pass and multi-pass submerged arc welding for a carbon steel and
low-alloy structural steels with appropriate wires (such as EH14, EM12, EM12K etc.).

Characteristic:

TH + SJ101 is a fluorine basic type flux, the grain size is 2.0mm-0.3mm (10-60 mesh) or
2.0mm-0.45mm (10-40 mesh), the basicity is about 1.8. It can be used in AC and DC+. The
arc combustion is stable, the slag is easy to be removed, and the welding seam is formed
beautifully. The weld metal has high impact toughness at low temperature.

Attention:

1. Before using, the flux shall be re-dry for 2 hours at 300°C-350C.

2. Remove rust, oil, water and other impurities in the weld zone is necessary before welding.
3. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Mechanical Properties of All Weld Metal (TH-SJ101/THM-43B):

Items Rm/MPa Rel/Rpo/MPa A% (KV3) -20°C)/J
Requirement 490-670 2390 220 227
Typical Results 550 460 31 140
Physical And Chemical Properties of flux:
ltems S (%) P (%) Moisture content (%) Mechanical inclusion (%)
Requirement <0.05 <0.06 <0.09 <0.30
Typical Results 0.022 0.023 0.01 0.1

Classification of Society Certification:(TH-SJ101/THM-43B):

TH-SJ301 AWS A5.17 F6A0-EL8
SAW Agglomerated Flux GB/T 5293 S43A 2 CS-SU0BA

Applications:

It can be used in single-pass and multi-pass submerged arc welding for a carbon steel and
low-alloy structural steels with appropriate wires (such as EL12, EM12, EM12K etc.).

Characteristic:

TH « SJ301 is a Calcium-Silicon type flux, the grain size is 2.0mm-0.3mm (10-60 mesh) or
2.0mm-0.45mm (10-40 mesh), the basicity is about 1.0. Can be used welding steel that have
little rusty or dirty surface, especially for girth welding of small pipeline.

Attention:

1. Before using, the flux shall be re-dry for 2 hours at 300°C-350°C.

2. Remove rust, oil, water and other impurities in the weld zone is suggested before welding.
3. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Mechanical Properties of All Weld Metal (TH-SJ301/THM-43):

ltems Rm/MPa Rel/Rpo2/MPa A% KV2 (-20°C) /J
Requirement 430-600 2330 220 227
Typical Results 460 375 28 80

Physical And Chemical Properties of flux:

ltems S (%) P (%) Moisture content (%) Mechanical inclusion (%)
Requirement <0.05 <0.06 <0.09 <0.30
Typical Results 0.030 0.028 0.01 0.1

Classification of Society Certification(TH-SJ301/THM-43):

Ship inspection agency ABS CCS DNV LR
Level of recognition 3YTM 3YTM mYT™ 3YTI3YM

Ship inspection agency NK RINA KR BV
Level of recognition KAW53TM 3YT/3YM 3YTM 3YTM

Ship inspection agency CES RINA

Level of recognition 3T™ 3T/3M




TH-SJ501
SAW Agglomerated Flux

AWS A5.17 F7TAZ-EL8
GB/T 5293 S49A 0 AR-SUOSA

Applications:

It can be used in single-pass and multi-pass submerged arc welding for a carbon steel and
low-alloy structural steels with appropriate wires (such as EL8, EL12, EM12 etc.).

Characteristic:

TH - SJ501 is a Aluminium-Titanium type flux, the grain size is 2.0mm-0.3mm (10-60 mesh),
the basicity is about 0.8. Can be used welding steel that have little rusty or dirty surface,
especially for the welding pipeline steel sheet with high speed.

Attention:

1. Before using, the flux shall be re-dry for 2 hours at 300°C-350C.

2. Remove rust, oil, water and other impurities in the weld zone is suggested before welding.
3. The mechanical properties of all weld metal be decided by heat input, normally the small
heat input will better than larger one.

Mechanical Properties of All Weld Metal (TH-SJ501/THM-43):

Items Rm/MPa Rel/Rpo 2 /MPa A% KV, (0°C) /J
Requirement 490-670 2390 220 227
Typical Results 535 445 27 80

Physical And Chemical Properties of flux:

ltems S (%) P (%) Moisture content (%) Mechanical inclusion (%)
Requirement <0.05 <0.06 <0.09 <0.30
Typical Results 0.021 0.025 0.01 0.1

List of carbon steel and low alloy steel electrodes (SMAW)

Product

AWS

ISO

Characteristics and Applications

J421

E6013

A-E350RA12

For welding of carbon steel, especially for the thin plate steel
with short discontinuous weld and requirement of smooth
welding pass. Can for all welding position. Rutile type coating.

THJ421X

E6013

B-E4313A

For welding of Rm 430 MPa level's low carbon steel, especially
for the thin plate steel's short discontinuous and vertical-down
welding. Can be for all welding position. Rutile coating.

THJ422

B-E4303A

It is suitable for welding of Rm 430MPa level low carbon steel
structure. Can be for all welding position. Titania type coating

E6010

E6010

B-E4310A

Mainly used in outdoor welding of steel pipe with corresponding
strength grade, or shipbuilding, bridges, etc. Especially for
vertical-down welding, Cellulose sodium type coating.

E6011

E6O11

B-E4311A

Mainly used in outdoor welding of steel pipe with corresponding
strength grade, or shipbuilding, bridges, etc. Especially for
vertical-down welding, Cellulose potassium type coating.

THJ426

B-E4316 A

It is suitable for welding of Rm 430MPa level low carbon steel
structure. Can be for all welding position. Basic potassium coating|

THJ427

It is suitable for welding of Rm 430MPa level low carbon steel
structure. Can be for all welding position. Basic sodium coating.

THJ501Fe

E7014

B-E4914 A

For welding of carbon steel and low alloy steel, such Gr.50 etc.
Higher deposition efficiency. Rutile iron powder type coating.

THJ501Fe18

E7024

B-E4924 A

For welding of carbon steel and low alloy steel, such Gr.50 etc.
The deposition efficiency is about 180%. Rutile iron powder
type coating.

THJ502

B-E4903 A

It is suitable for welding of Rm 490MPa level low carbon steel
structure. Can be for all welding position. Titaniatype coating.

THJ505X

E7010-P1

B-E4910-P1A

Mainly used in outdoor welding of Rm 500MPa level's steel
pipe, or shipbuilding, bridges, etc. Especially for vertical-down
welding, Cellulose sodium type coating.

THJ506

E7016

B-E4916 A

For welding of carbon steel and low alloy steel, such as Gr.50
etc. Basic potassium type coating.

THJ506Fe

E7018

B-E4918 A

For welding of carbon steel and low alloy steel, such Gr.50 etc.
with higher deposition efficiency. Basic potassium iron powder
type coating.

THJ506Fe-1

E7018-1

A-E425B32H5

For welding of carbon steel and low alloy steel, such Gr.50 etc.
with higher deposition efficiency. Excellent all weld metal's
impact performance. Basic potassium iron powder type coating.

THJ507

E7015

A-E423B 22

For welding of carbon steel and low alloy steel, such as Gr.50
etc. with good Kv impact value. Basic sodium type coating.

THJ507-1

E7015-G

B-E4915-GA

For welding of carbon steel and low alloy steel structures, such
as offshore platforms, ships and ports. With better Kv impact
value. Basic sodium type coating.

THJ507RH

E7015-G

B-E4915-GPU

For welding of Rm 500MPa level's shipbuilding, bridges,
offshore platforms etc. Super low hydrogen and excellent Kv
impact value. Basic sodium type coating.

THJ557RH

E8015-G

B-E5515-GPU

For welding of Rm 550MPa level's shipbuilding, bridges,
offshore platforms etc. Super low hydrogen and excellent Kv
impact value. Basic sodium type coating.




List of carbon steel and low alloy steel electrodes (SMAW)

List of stainless steel electrode (SMAW)

Product AWS I1ISO Characteristics and Applications
For welding of grade Rm 620MPa level's pressure pipe of
THJ-SG60DR | E9015-G B-E6215-GAH5 | hydroelectric station with good Kv impact value and lower
cracking sensibility within higher heat input. Basic coating.
For welding of Rm 640MPa level's shipbuilding, bridges,
THJ657RH E9015-G B-E6215-GA offshore platforms and other structures with super low
hydrogen and perfect Kv impact value. Basic sodium coating.
For welding of grade Rm 690MPa level's shipbuilding, bridges,
THJ707RH E10015-G B-E6915-GA offshore platforms and other structures with super low
hydrogen and perfect Kv impact value. Basic sodium coating.
For welding of grade Rm 780MPa level's shipbuilding, bridges,
THJ807RH E11015-G B-E7615-GAU offshore platforms and other structures with super low
hydrogen and perfect Kv impact value. Basic sodium coating.
For welding of grade Rm 830MPa level's shipbuilding, bridges,
THJ857RH E12015-G B-E8315-GA offshore platforms and other structures with super low
hydrogen and perfect Kv impact value. Basic sodium coating.
E11015-G For welding of grade Rm 780MPa level's pressure pipe of
THJ-SG80DR (mod.) B-E7615-GA hydroelectric station with good Kv impact value and lower
) cracking sensibility within higher heat input. Basic coating.
E8015-C1 Low temperature steel covered electrode for welding 2.5Ni and
THW707Ni A — other steel structures. Good Kv(-70°C) impact value. Basic
(mod.) sodium type coating.
Low temperature steel covered electrode for welding 3.5Ni and
THW107Ni E7015-G B-E5015-GP other steel structures. Good Kv(-100°C) impact value. Basic
sodium type coating.
E7015-A1 g . For welding of creep resistant steel which work temp. is low
THR107 (mod.) BE4915-IM3 than 510°C. Basic sodium type coating 0.5%Mo electrode.
E8015-B2 g . For welding of creep resistant steel which work temp. is low
THR307 (mod.) B-E5515-1CM than 520°C. Basic sodium coating 1.25%Cr-0.5%Mo electrode.
For welding of creep resistant steel which work temp. is low
THR317 E8015-G B-E5515-G than 540°C. Basic sodium type coating 1.25%Cr-0.5%Mo-V
electrode.
For welding of creep resistant steel which work temp. is low
THR407 E9015-B3 B-E6215-2C1M | than 550°C. Basic sodium type coating 2.25%Cr-1.0%Mo
electrode.
THJ506NICrCu | E7016-G B-E4916-GA For welding of Rm 500MPa level's weatherproof steel as train
carriage etc. Basic potassium type coating.
i ! g For welding of Rm 550MPa level's weatherproof steel as train
THIS56NICrCu | E8016-G BES516-GA carriage etc. Basic potassium type coating.
THJ427SHA _ B-E4315P For welding of Rm 420MPa Ievel’s‘anti-IjIIC/SSC steej. Super
lower S and P in all weld metal. Basic sodium type coating.
E7015-G g : For welding of Rm 500MPa level's anti-HIC/SSC steel. Super
THJ507SHA (mod.) B-E4915-GP lower S and P in all weld metal. Basic sodium type coating.
g g For welding of Rm 500MPa level's fireproof steel as for
THJS06NH E7016-G B-E4916-CA high-rise building. Basic potassium type coating.
TH-J6OFRW E8015-G B-E5515-GA For welding of Rm 550MPa level's fireproof steel as for

high-rise building. Basic type coating.

Product AWS ISO Characteristics and Applications
. g g Mainly used in the welding for SUS410 stainless steel. Al
THG202 | E410-16 (mod)  B-ESMOA6 | 1 chicn and ACIDC is suitable. Rutile type coating.
For welding of SUS304L stainless steel, also can be used for
THA002 E308L-16 B-ES308L-16 SUS321 and other corrosion resistant stainless steel structure.
All position and AC/DC is suitable. Rutile type coating.
Mainly used in the welding for SUS316L stainless steel of urea
THA022 E316L-16 B-ES316L-16 tower, petrochemical equipment and other equipment. All
position and AC/DC is suitable. Rutile type coating.
THA022 Mainly used in the welding for SUS316L cryogenic stainless
) E316L-16 B-ES316L-16 steel as liquid nitrogen vessel and LNG vessel etc. All position
(Cryogenic) and AC/DC is suitable. Rutile type coating.
B g i Especially for welding of pressure vessels’ SUS316L heads. All
THA022F E316L-16 B-ES316L-16 position and AC/DC is suitable. Titanium-calcium type coating.
' For welding of SUS309LMo stainless steel or dissimilar steel.
THA042 | ES09LMo-16 | BES09LMo-18 | /' oiion and ACIDC is suitable. Rutile coating.
" For welding SUS309L stainless steel or dissimilar steel. All
THA062 E309L-16 B-ES309L-16 position and AC/DC is suitable. Rutile coating.
' g For welding of SUS385 stainless steel. All position and AC/DC
THA092 E385-16 B-E5385-16 is suitable. Rutile coating.
For welding of the working temperature is less than 300°C’s
THA102 E308-16 B-ES308-16 corrosion resistant stainless steel structure, such as SUS304
etc. All position and AC/DC s suitable. Rutile type coating.
THA102 Mainly used in the welding for SUS304 cryogenic stainless
c . E308-16 B-ES308-16 steel as liquid nitrogen vessel and LNG vessel etc. All position
(Cryogenic) and AC/DC is suitable. Rutile type coating.
g Especially for welding of pressure vessels’ SUS304 heads. All
THA102F E308-16 BE3306-16 position and AC/DC is suitable. Titanium-calcium type coating.
For welding of the working temp. is less than 300°C’s corrosion
THA107 E308-15 B-ES308-15 resistant stainless steel as SUS304 etc. All position and DC* is
suitable. Excellent mechanical properties. Basic type coating.
g g For welding of SUS347 stainless steel. All position and AC/DC
THA132 E347-16 BES3T-16 is suitable. Rutile coating.
: ' : Especially for welding of pressure vessels' SUS347 heads. All
THA132F E347-16 B-ES347-16 position and AC/DC is suitable. Titanium-calcium type coating.
' For welding of SUS318 stainless steel. All position and AC/DC
THAZ212 E318-16 BES318-16 is suitable. Rutile coating.
' For welding of SUS309 stainless steel or dissimilar steel. All
THA302 E309-16 BES309-16 position and AC/DC is suitable. Rutile coating.
' For welding of SUS310 stainless steel or dissimilar steel. All
THA402 E310-16 BE8310-16 position and AC/DC is suitable. Rutile type coating.
! For welding of SUS310Mo stainless steel or dissimilar steel. All
THA412 E310Mo-16 | B-ES310Mo-16 position and AC/DC is suitable. Rutile type coating.
g g For welding of high carbon steel, tool steel and dissimilar type
THA29.9 E312:16 BES312-16 steel. AC/DC is suitable. Titanium-calcium type coating.
. ! ~ For welding of duplex stainless steel, such as UNS 2205, etc.
THA2209 E2209-16 B-E82209-16 All position and AC/DC is suitable. Rutile type coating.
: S -
THA2553 E2553-16 _ For welding of 25%Cr duplex stainless steel, such as UNS

32550, etc. AC/DC is suitable. Titanium-calcium type coating.




List of cast iron electrode (SMAW)

For the gray cast iron’s repair welding with cheaper price but the
THZ208 - EZFeC-3A | crack-resistance is little poor. Graphite type coating and carbon
steel core rod electrode.
ENi-CI For the thin or machined surface cast's repair welding, such as
THZ308 ECNi-CI-B | cylinder cover, engine bearer, gear box, machine tool guide.
(mod.) : . : h
Graphite type coating and pure-Ni cast iron electrode.
ENiFe-Cl For the high strength gray cast iron and nodular cast iron’s repair
THZ408 ECNiFe-Cl | welding, such as cylinder, engine bearer, gear box. Graphite type
(mod.) . ' ;
coating and Ni-alloy cast iron electrode.
THZ508 ENiCu-B ECNiCu-B For the gray cast iron’s repair welding. Graphite coating and Ni-Cu
(mod.) alloy cast iron electrode.

List of underwater welding electrode (SMAW)

THT202

For the underwater welding by DC. Can for all welding
position in the freshwater or seawater.

List of hardfacing electrode (SMAW)

For the hardfacing welding by AC or DC such as excavator
THD212 - EDPCMo-A4-03 | g gear etc., HRC =50. Titanium-calcium type coating.
For welding of some parts which be worn by frequent impact,
THD256 EFeMn-A EDMn-A-16 AC or DC, HB=170. Basic potassium type coating.
For welding of some parts from water turbine which be worn
THD276 - EDCrhin-B-16 by atmosphere, HB=210. Basic potassium type coating.
. EDPCrMo-A4-03 For the hardfacing welding by AC or DC such as excavator
THD-5 (mod.) and gear etc., HRC =50. Titanium-calcium type coating.

List of nickel and nickel-alloy electrode (SMAW)

Mainly used for the welding of Ni-Cr-Mo Alloys, especially for UNS
THNiCrMo-3 | ENiCrMo-3 E Ni 6625 N06625 steel, also can be for Ni9% steel welding. INCONEL
ENi6625 electrode.
Mainly used for the welding of Ni9% (UNS K81340) steel, also can
THNiCrMo-6 | ENiCrMo-6 | ENi6620 | be used in dissimilar steel and hard welding alloy. INCONEL
ENi6620 electrode.
THNi307B . ) For the welding of Ni-Cr-Fe alloy (UNS N06600). Working temp. of
(Ni307B) ENiCrFe-3 ENi6182 welding zone is lower than 480°C.. Basic sodium coating.
. . ) For the welding of Ni-Cr-Fe alloy (UNS N06600 and UNS N06601).
THNi317 ENICre-1 E Ni6062 Weld’s working temp. is lower than 980°C.. Basic sodium coating.
For the welding of Ni-Cr-Fe alloy (UNS N08800 and UNS N06600).
THNi357 ENiCrFe-2 ENi6133 | Especially for the welding of dissimilar steel. Working temperature of
welding zone is lower than 980°C. Basic sodium coating.

List of carbon steel and low alloy steel solid wire (GMAW)

Product

AWS

1ISO

Characteristics and Applications

THQ50-2

ER70S-2

B-G49A3 C G2

For the welding of grade Rm 500MPa level's steel. Can be
welding the steels that have little rusty or dirty surface.

THQ50-3

ER708-3

B-G49A2 C G3

For the single-pass and multi-pass welding of grade Rm
500MPa level's steel. Better welding performance.

THQ-50C

ER70S-6

A-G42 3C1 Z3Si1

For the single-pass and multi-pass welding of grade Rm
500MPa level's steel. Better welding performance and good
gas pore resistance.

THQ-50N

ER70S-6

A-G42 4M21 3Si1
A-G42 3C13Si1

It is non-copper coating solid wire for welding of Rm
500MPa steel with better feed-ability, lesser weld fume and
very lower Cu in weld fume.

THQ50-7

ER70S-7

B-G49 A3C G7

For the single-pass and multi-pass welding of grade Rm
500MPa level's steel structure. Have better wetting action
and bead appearance etc.

THQ-G2Si

ER70S-3

A-G38 4M21 2Si1

For the single-pass and multi-pass welding of grade Rm
500MPa level's steel, especially for railway rolling stock.
Lower spatter and smooth welding pass.

THQ-50CG3

ER70S-6

A-G423C138Si1
A-G42 4M21 3Si1

For the single-pass and multi-pass welding of grade Rm
500MPa level's steel structure, especially for railway rolling
stock. Lower spatter and smooth welding pass.

THQ-50CG4

ER70S-6

A-G42 3C1 4Si1
A-G46 4M21 4Si1

For the single-pass and multi-pass welding of grade Rm
500MPa level's steel structure, especially for railway rolling
stock. Good gas pore resistance and smooth welding pass.

THQ50-G

ER70S-G

For the welding of grade Rm 500MPa level's steel structure.
Can be welding with larger heat input.

THQ-60D

ER80S-G

For the welding of grade Rm 550MPa level's steel structure.
with C1or M21 shield gas.

THQ-60C

ER90S-G

For welding Rm 600MPa-class high-strength steel structures
with M21 shield gas.

THQ-70C

ER100S-G

For welding Rm 690MPa-class high-strength steel structures
with M21 shield gas.

THQ70-1

ER100S-G

For welding Rm 690MPa-class high-strength steel structures
with M21 shield gas. Excellent Kv impact performance of
deposited metal by Ni content in wire.

THQ80-1

ER110S-G

For welding Rm 770MPa-class high-strength steel structures
with M21 shield gas. Excellent Kv impact performance of
deposited metal by higher Ni content in wire.

THQ-90

ER120S-G

For welding Rm 930MPa-class high-strength steel structures
with M21 shield gas. Good Kv impact performance of
deposited metal by higher Ni content in wire.

TH500-NQ-II

ER708-G

Be used for welding of Rm 500 MPa-class atmospheric
corrosion resistance steel, such as railway rolling stock,
bridge, container and other industries.

TH550-NQ-1II

ER80S-G

Be used for welding of Rm 550 MPa-class atmospheric
corrosion resistance steel, such as railway rolling stock,
bridge, container and other industries.

TH600-NQ-II

ER90S-G

Be used for welding of Rm 600 MPa-class atmospheric
corrosion resistance steel, such as railway rolling stock,
bridge, container and other industries.




List of stainless steel solid wire/rod (GMAW & GTAW)

Product AWS ISO Characteristics and Applications
THS-307 For the welding of stainless steel as SUS 307 etc. THS-307 is MIG
THT-307 ER307 SS307 | wire, THT-307 is TIG rod.

THS-307Si For welding of stainless steel as SUS 307 etc. Better wetting action

THT-307Si G158Mn | and bead appearance, excellent crack-resistant performance (Mn=
6.5%-8.0% in wire). THS-307Si is MIG wire, THT-307Si is TIG rod.

THS-308 ER308 55308 For the welding of stainless steel as SUS 302, SUS 304 etc.

THT-308 THS-308 is MIG wire, THT-308 is TIG rod.

THS-308L For the welding of ultra-low SUS304L stainless steel. THS-308L is

THT-308L ERS08L | SS308L 1 \1G wire, THT-308L s TIG rod.

THS-308LSi ) .| For welding of SUS304L stainless steel. Better wetting action and

THT-308LSi | CRo08LST | SS30BLSI |y ony appearance. THS-308LSi is MIG wire, THT-308LS; is TIG rod.

THS-309 ER309 $5309 For the welding of stainless steel as SUS 309 and dissimilar steel

THT-309 (304 + low carbon steel). THS-309 is MIG wire, THT-309 is TIG rod.

THS-309L ER300L SS300L For welding of SUS 309L stainless steel and dissimilar steel (304L+

THT-309L low carbon steel). THS-309L is MIG wire, THT-309L is TIG rod.

THS-309Mo For the welding of stainless steel as SUS 309Mo and dissimilar

THT-309Mo | ER309Mo | SS309Mo 1 o) TS 300Mo is MIG wire, THT-309Mo is TIG rod.

THS-309LSi ) .| For welding of SUS309L stainless steel. Better wetting action and

THT-300Lsi | ERO0OLSI | SS30OLSI | oo bearance. THS-309LS is MIG wire, THT-309LSi is TIG rod.

THS-309LMo For the welding of stainless steel as SUS309LMo and dissimilar

THT-309LMo | ERO0OLMo | SS309LMo | g0y TS 300 Mo is MIG wire, THT-309LMo is TIG rod.

THS-310 For the welding of stainless steel as SUS 310 etc. THS-310 is MIG

THT-310 ER310 SS310° | e, THT-310 s TIG rod.

THS-312 For the welding of stainless steel as SUS 312 etc. THS-312 is MIG

THT-312 ER312 SS312 1 yire, THT-31215 TIG rod.

THS-316 For the welding of stainless steel as SUS 316 etc. THS-316 is MIG

THT-316 ER316 SS316 | e, THT-316 is TIG rod.

THS-316L For the welding of ultra-low SUS316L stainless steel. THS-316L is

THT-316L ER316L | SS316L | G wire, THT-316L s TIG rod.

THS-316LSi For the welding of SUS316L stainless steel. Better welding

THT-316LSi ER316LSi SS316LSi | performance of wetting action and bead appearance. THS-316LSi is
MIG wire, THT-316LSi is TIG rod.

THS-317 For the welding of stainless steel as SUS 317 etc. THS-317 is MIG

THT-317 ER317 SSIT | wire, THT-317 s TIG rod.

THS-321 For the welding of stainless steel as SUS 321 etc. THS-321 is MIG

THT-321 ER321 SS321 | e, THT-321 is TIG rod.

THS-347 ER347 55347 For the welding of stainless steel as SUS 321 or SUS347 etc.

THT-347 THS-347 is MIG wire, THT-347 is TIG rod.

THS-385 For the welding of stainless steel as SUS 385 etc. THS-385 is MIG

THT-385 ER385 SS385 | e, THT-385 is TIG rod.

THS-410 For the welding of stainless steel as SUS 410 etc. THS-410 is MIG

THT-410 ER410 SS410 | e, THT-410 s TIG rod.

THS-420 For the welding of stainless steel as SUS 420 etc. THS-420 is MIG

THT-420 ER420 S$420 1 ire, THT-420 s TIG rod.

THS-430 For the welding of stainless steel as SUS 430 etc. THS-430 is MIG

THT-430 ER430 SS430° 1 wire, THT-420 s TIG rod.

THS-2209 ER2209 552209 For the welding of stainless steel as SUS 2205 etc. THS-2209 is

THT-2209

MIG wire, THT-2209 is TIG rod.

List of Cu and Cu-alloy solid wire/rod (GMAW & GTAW)

THS-Cu201 . . .
THT-Cu201 ERCu SCu1898 Pure Cu. THS-Cu201 is MIG wire, THT-Cu201 is TIG rod.
TS Su2l | ERCusiA | SCuBS60 | Cu-Sialloy. THS-Cu2tt is MIG wire, THT-Cu211 i TIG rod.
$:$:g:;:55: ERCuNi SCu7158 Cu-Ni alloy. THS-Cu211 is MIG wire, THT-Cu211 is TIG rod.

List of Ni and Ni-alloy solid wire/rod (GMAW & GTAW)

Ths-N20et ERNi-1 SNi2061 | Ni-Ti alloy. THS-Ni2061 is MIG wire, THT-Ni2061 is TIG rod.
THSING082 | ERNICr3 | SNIBOB2 | NiCralloy. THS-NIBOBZ is MIG wire, THT-NIB02 s TIG ro.
l:.?_‘"ﬁ%%‘?z ERNICIFe-7 | SNi6052 | Ni-Cr-Fe alloy. THS-NiG052 is MIG wire, THT-Ni§052 is TIG rod.
I:.?_":lig%%"; ERNICIFe-5 | SNiB062 | Ni-Cr-Fe alloy. THS-NiG062 is MIG wire, THT-Ni6062 is TIG rod.
THS-NIBOCS | ERNFeC-1 | SNIB0GS | NiFo-Cralloy. THS-NBOSS is MIG wire, THT-NiB0BS s TIG ro.
T o> | ERNICiMo3 | SNiBG25 | NiCr-Mo alloy. THS-NB625 is MIG wire, THT-NiIB625 s TIG rod.
THS-ING2T® | ERNiCiMo-4 | SNiB276 | NiCr-Mo alloy. THS-NIB276 is MIG wire, THT-NI8276 is IG rod.
m?_"::g‘ﬁ% ERNICMo-7 | SNiB455 | Ni-Cr-Mo alloy. THS-Ni§455 is MIG wire, THT-Ni6455 is TIG rod.
I:.?_"ﬁ%%%% ERNICrMo-14 | SNi6686 | Ni-Cr-Mo alloy. THS-Ni6686 is MIG wire, THT-NIi§686 is TIG rod.
THS-NIGS17 o0 oo | sy | N0 CoMo oy TRSNERTT s WG e, THTNSTT s TG
T o0 | ERNCU7 | SN40BO | NiCu alloy. THS-N06O is MIG wire, THT-Ni4060 is TG o

List of Al and Al-alloy solid wire/rod (GMAW & GTAW)

ThS-ANee ER1100 SAI100 | Pure Al THS-AI1100 is MIG wire, THT-AI1100 is TIG rod.

Ll red ER4043 | SAMO43 | A-Sialloy. THS-AI043 s MIG wire, THT-AI4043 is TIG rod.
S sy ER5183 | SAI5183 | A-Mgalloy. THS-AI5183 is MIG wire, THT-AI5183 is TIG rod.
;:?_";"%%i% ER5356 SAI5356 | Al-Mg alloy. THS-AI5356 is MIG wire, THT-AI5356 s TIG rod.




List of carbon steel and low alloy steel solid TIG rod (GTAW)

List of carbon steel and low alloy steel flux cored wire (FCAW)

Product AWS ISO Characteristics and Applications Product AWS ISO Characteristics and Applications
THT50-2 ER70S-2 W49A32 For the welding of grade Rm 500MPa level structure steel. For the wgldjng of Rm 490MPa-class steel, such
THT50-3 ER70S-3 W49A3W3 | For the welding of grade Rm 500MPa level structure steel. THY-51A E71T-1C-J AT424PC12H10 Ezsgpmbp“;gzﬁea?:ugm‘;f platform etc. Perfect
THT50-6 ER70S-6 W49A3W6 For the weId|.ng of grade Rm 500MPa level structure stefel. For the welding of Rm 490MPa-class steel, such
THT-50CG3 ER705.6 | wa23wasis | For the welding of grade Rm 500MPa level steel, especially for THY-51B E7TAT-1C AT422PC2H10 | as shipbuilding and offshore platform ec. low

raitway rolling stock. i temperature toughness is good.
THT-50CG4 ER705-6 WA 4W 4Si1 Fqlr the Wﬁ.ld'ngtOf kgrade Rm 500MPa level steel, especially for For the welding of Rm 490MPa-class steel, such
railway rofling stock. THY-51BM = A-T422PM21H10| as shipbuilding and offshore platform etc. low
THT- 08MnMoA ER80S-G — For the welding of grade Rm 550MPa level structure steel. ETITIM M tempe’:ature tgughness is gogd_ Be welding by M21
THT80-1 ER110S-G — For the welding of grade Rm 800MPa level structure steel. For welding of Rm 490MPa-class steel as
THT55-Ni1 ER80S-Ni1 — For the welding of Akv(-45°C) low temperature steel. THY-51BH E71T-1C-H5 A-T422PC12H5 | shipbuilding and offshore platform etc. Very lower
THT55-Ni3 ER80S-Ni3 — For the welding of Akv(-75°C) low temperature steel. diffusible hydrogen (< 5ml/100g)
THT49-A1 ER70S-A1 W49PZW1M3 | For the welding of 0.5% creep resistant steel THY-J507 E71T-5M . For welding of Rm 490MPa-class steel. Very lower
THT49-B2L ER70S-B2L - For the welding of lower C-1.25%Cr-0.5% creep resistant steel diffusible hydrogen in (< 5ml/100g).
THT-55B2 ER80S-B2 — For the welding of 1.25%Cr-0.5% creep resistant steel THY-J507L EG70T-2 _ 32"35ﬁ;‘zg%ﬂggoﬁ;eaﬁ&?;ﬁfgg’;ggaassarc

- - — i 0/ - 0/ ) 1 3 .
THT-55B2V ER80S-G For the weld?ng of 1.25%Cr- 0.5? V creeop reS|stant.steeI For welding of Rm 490MPa-class steel as bridge
THT-55B3L ER80S-B3L — For the welding of lower C-2.25%Cr-1.0%creep resistant steel THY-J507TiB E71T5.GM etc. Very lower diffusible hydrogen (<5mi/100g)
THT-62B3 ER90S-B3 — For the welding of 2.25%Cr-1.0%creep resistant steel - : - and perfect low temperature toughness of

deposited metal.
THY-55 E71T-5C For welding of Rm 490MPa-class steel. Very lower
Li f inl I d TIG d (GTAW-TGF ) - diffusible hydrogen in (<5ml/100g).
ist of stainless steel covere rod ( - )
. . For the welding of Rm 550MPa-class steel, such
Product Core Rod Type Characteristics and Applications THY-J552K2C E81T1-K2C-J — as shipbuilding and offshore platform etc. Perfect
- - - - low temperature toughness.
TGF-308 ER308 gg; tgznwbe;dflggaﬁfpigt?::‘l stainless steel. TIG rod with Ar shield For welding of Rm 550MPa-class steel as bridge
TGF-308L — For the welding of SUS304L stainless steel. TIG rod with Ar shield LGy EOTTI-K2M - etc. Lower diffusible hydrogen in (<6mi'100g). Be
) gas. Can be for all position. welding by DC* and M21 .
For the welding of SUS309 stainless steel. TIG rod with Ar shield . ) Metal powder type flux core wire for Rm
TGF-309 ER309 gas. Can be for al position. THY-80CNi1 E80C-Ni1 — 550MPa-class steel. Can be welding for PAand
For the welding of SUS309L stainless steel. TIG rod with Ar shield PB by M21. Higher deposition efficiency.
TGF-309L ER309L gas. Can be for all position. For the welding of Rm 600MPa-class steel, such
TGF-316 ER316 For the welding of SUS316 stainless steel. TIG rod with Ar shield THY-J602Ni E91T1-K2C - as shipbuilding and offshore platform etc. low
- gas. Can be for all position. temperature _toughness is good.
TGF-316L ER316L For the welding of SUS316L stainless steel. TIG rod with Ar shield . ‘ For the welding of Rm 600MPa-class steel, such
- gas. Can be for all position. THY-J602Ni-2 E91T1-Ni2C - as shipbuilding and offshore platform etc. low
TGF-321 ER321 For the welding of SUS321 stainless steel. TIG rod with Ar shield temperature toughness is excellent.
gas. Can be for all position. THY-J607L _ _ Speglallzed flux core wire for electro-gas arc
TGF-347 ERa47 For the welding of SUS347 stainless steel. TIG rod with Ar shield welding, Rm 600MPa-class and CO, gas.
gas. Can be for all position. THY-J707Ni E100T5-K3M For the welding of Rm GQOMPa—cIass steel, low
TGF-2209 ER2209 For the welding of SUS2205 stainless steel. TIG rod with Ar shield temperature toughness is excellent.
gas. Can be for all position. THY-J802Ni E111T1-K3C _ {:e?r: ;t)giavtv:rlgltlgu 90:158";57203223-%88 steel, low
Introduction of TGF welding and TGF TIG rod: THY-J807NI Sy _ For the welding of Rm 760MPa-class steel, low
TGF TIG rod is covered coating on core rod surface, together protected molten pool by Ar-gas and temperature'toug?ness is excellent,
) ] . . _ o ' THY-J857Ni E120T5-K4M _ For the welding of Rm 830MPa-class steel, low
coating. Good welding performance of one-side welding with back formation without Ar-gas shield at temperature toughness is excellent.
. For welding of Rm 550MPa-class atmospheric
root side. THY-J552CrNiCu-G| E81T1-C1A4-G — corrosion resistance steel as railway rolling stock,
offshore engineering, bridge etc.




. . For the welding of Rm 550 MPa-class steel, low H H H
THY-J552 Ni- 1 E81TI-NITC - fomporature owghness i good. List of stainless steel flux cored wire (FCAW)
. ) For the welding of Rm 550 MPa-class steel, low o . .
THY-J552Ni-2 E81T1-Ni2C - {emperature toughness is excellent. Product AWS GB/T Characteristics and Applications
For the welding of 20%Cr-10%Ni-6%Mn stainless
List of creep resistant steel flux cored wire (FCAW) THY-A146 _ _ steledl, als% ﬂjitable for the éﬂssirgilar Stfel WhitCh tthe
T T welding-ability is not good and crack resistant is
Product AWS GB/T Characteristics and Applications poor. V?/eldingy by CO; sﬁield gas and DC+
i L For the welding of boiler’s pipe etc. which working temp. is For the welding of magnetic free stainless steel as
THY-R107 E71TI-AIC TATHCT2M3 | 1o ver than 510°C. Welding by CO; shield gas and DC+ THY-A307 N resor-sor | SUS 307, alo suiabe for the issimiar steel wich
THY-R302 ES1T1-B2C TBSTHCH-1CM For the welding of boiler’s pipe etc. which working temp. is the welding-ability is not good and crack resistant is
lower than 520°C. Welding by CO, shield gas and DC+ ;;oort.hWeldllr;g by (;‘o: S_h;e'd gats alnd D&?JS e
- —— - - - ] ] . or the welding of stainless steel as etc.
THY-R307 E80T5-B2M TE5T5-0M21-1CM IFor thfhwelglzn(gc()f l\)lcllle;jr_s pg)e’;;. “|I1hlc|2 workmg It;:gwf is THY-A308LQ E308LT1-1 TS 308L-FC11 Welding by CO, shield gas and DC+
IS(\),:etLe :vrélding of. boielerl'zgpip); po ;;?ch ﬁ;;:g " For the welding of stainless steel as SUS 309L and
A ~ . : THY-A309LQ E309LT1-1 TS309L-FC11 | dissimilar steel (304L+ low carbon steel). Welding by
THY-R317 EQOTSGM | TSSTSOM2RGICM | 1o ver than 540°C. Welding by M21 shield gas and DC+ CO» shield gas and DG+
2 g
For the welding of boiler’s pipe etc. which working temp. is For the welding of stainless steel as SUS 309LMo,
THY-R407 EOTI-BALC | TO2TMCH2OML | |o\er than 550°C. Welding by CO, shield gas and DG+ dissimilar steel (304L+ low carbon steel) and some
1.25%Cr-0.5%Mo alloy. Good welding performance of THY-A309LMoQ | E309LMoT1-1 TS 309LMo-FC11 | martensitic stainless steel which the toughness
THY-R30 (W) — — one-side welding with back formation without Ar-gas performance of all weld metal are not strong.
shield at root side. TIG tubular rod be welding by Ar gas. Welding by CO, shield gas and DC+
1.25%Cr-0.5%Mo-V alloy. Good welding performance of THY-A316LQ E316LT1-1 TS36L-FC11 eréhe ‘ge"é'gg 0;, slt:'”'ess Zt%eéfs SUS 316L etc.
THY-R31 (W) - - one-side welding with back formation without Ar-gas F © t;‘ng Yl g 28 f'et gals an teel 25 SUS 317L et
shield at root side. TIG tubular rod be welding by Ar gas. THY-A317LQ E317LT1-1 TSSITLFCH | o di:g“gi C'g‘i i jg‘;f:nz et ete.
List of self-shielded flux cored wire (FCAW) THY-A347LQ E347LT1-1 TS347L-FCH1 %i‘:g“@'ggg ;;i:fgg‘;‘f:n?%eéfs SUS 347L ete.
Product AWS Characteristics and Applications THY-410NiMo E410NIMoT1-1 | TS 410NiMo-Foq1| For the welding of stainless steel as SUS 410, 4108
E71T8-K6-J For welding of AP X42 to X70 pipeline steel, also can be used in the and 405 etc. Welding by CO; shield gas and DC+
THY-58K6 outdoor welding of carbon steel and low alloy steel structure. Such as THY-2209 E2209T1-1 T§2209-FC11 | For the welding of duplex stainless steel as same as
(mod.) high-fise buildings, blast fumace, etc SUS 2205 etc. Welding by CO2 shield gas and DC+
- - - = - - For the welding of stainless steel as SUS 304L etc.
THY-58Ni1 71T8-':I1-‘J For vlveldmgtoff,;kPl )t(52 o Xt7 0 p;pellr;]e stetyel,les?emallylégr higher especially for t%e pipe’s backing weld. Good welding
(mod.) requirement of low gmpera l{re oughness pipeline “{e ng. . THY-A308L (W) R308LT1-5 TS308L-RI11 performance of one-side welding with back formation
THY-J5011 E71T-11 For the outdoor welding of thin sheet steel such as thickness is lower without Ar-gas shield at root side. TIG tubular rod be
(mod.) than 1.0mm, small size vertical down welding, galvanized plate etc. welding by Ar shield gas.
For the outdoor welding of thin sheet steel such as thickness is lower For the welding of stainless steel as SUS 309L etc.
THY-J5011-GS ET1T-GS than 1.0mm, small size vertical down welding, galvanized plate etc. especially for the pipe’s backing weld. Good welding
THY-558Ni2 E81T8-Ni2-J For welding of pipeline as API X80, storage tanks, offshore platforms, THY-A309L (W) R309LT1-5 TS309L-RIM pir;orTla\nce of ‘;.”‘jj'dte Wild.'gg \f’r'ltg lt)agkl formstg: n
(mod.) ships etc. Better mechanical properties as low temperature toughness % d?rl:g b?%ssii: q gzsroo side. ubuiar rod be
List of hardfacing flux cored wire (FCAW) For the nve:dint% of §taiyn|el,;ss ;teel aslds%s 3J6L TJ;.
— — especially for the pipe’s backing weld. Good welding
Product AWS ISO Characteristics and Applications THY-A316L (W) R316LT1-5 TS316L-RIN performance of one-side welding with back formation
DIN 8555 For welding of some parts which be worn by frequent impact. withqutAr-gas shield at root side. TIG tubular rod be
THY-QDWC220 MF7-GF-250/ | Austenitic, non-magnetic and HB210-240 (HRC =45 after be welding by Ar shield gas.
50-CKNPR | machining. Welding by DC+ and M21shield gas. For the nve;dmt% of Sta[nliss Eﬁeel asldSléS 3:7 eltg;
: . : especially for the pipe’s backing weld. Good welding
THY-QD5Cr8Si3 --- Egcmflsdén%vgj;mi p%r(t:s:r;r;]lzhctg v:girgl:y;rsequent impac, THY-A132 (W) R347LT1-5 TS347-RIM performance of one-side welding with back formation
— 9 0y - 2 gas. - without Ar-gas shield at root side. TIG tubular rod be
THY-QD256 EFeMn-A For welding of some parts which be worn by frequent impact, welding by Ar shield gas.
(mod.) HB=170. Welding by DC+ and CO; shield gas.
EFeMn-B For welding of some parts which be worn by frequent impact,
THY-QD266 (mod.) HB=170. Welding by DC+ and M21 shield gas.




List of solid wire for submerged arc welding (SAW)

List of welding flux (SAW)

Product AWS ISO Characteristics and Applications
THM-43 EL8 For the welding of Rm 430MPa-class low carbon and
low alloy steel structure.
THM-43A EM12 su22 For the welding of Rm 450MPa-class low carbon and
low alloy steel structure.
THM-12K EM12K su21 For the welding of Rm 450MPa-class low carbon and
low alloy steel structure.
THM-43B EH14 For the welding of Rm 480MPa-class low carbon and
(mod.) low alloy steel structure.
THM-EH14 EH14 Su4 For the welding of Rm 500MPa-class low carbon and
low alloy steel structure.
THM-08MnMoA EAd SU3M3 For the welding of Rm 550MPa-class low carbon and
low alloy steel structure.
THM-08Mn2MoA EA3 For the welding of Rm 620MPa-class low carbon and
low alloy steel structure.
THM-10Mn2NiMoA EF3 SUN2M32 For the welding of Rm 690MPa-class low carbon and
low alloy steel structure.
For the welding of Rm 780MPa-class low carbon and
THM-SG80 low alloy steel structure with TH.SJ80 flux.
THM-70GX For welding of API X60 to X70 pipeline steel.
THM-80GX For welding of API X80 pipeline steel.
THM-08CrMoA EB2 (mod.) | SU1CM (mod.) | For welding of 1%Cr-0.5%Mo creep resistant steel.
THM-13CrMoA EB2 (mod.) | SU1CM (mod.) | For welding of 1%Cr-0.5%Mo creep resistant steel.
THM-55B2V For welding of 1%Cr-0.5%Mo-V creep resistant steel.
For the welding of Rm 550MPa-class low carbon and
THM-NiK ENi1K SUN21 low alloy steel structure which have requirement of
better Kv2 impact.
. . For the welding of low temperature steel which have
THM-Ni3 ENi3 SUN requirement of Kv2 (-75°C or-101°C) impact.

_ EH14 For welding of ASME SA-516 Gr.(HIC) steel with
THM-10Mn2SH (mod.) SU41 (mod.) TH.SJ105SH flux, super lower S and P in wire.
THM-308 ER308 For welding of SUS304 stainless steel.
THM-308L ER308L For welding of SUS304L stainless steel.
THM-309 ER309 For welding of SUS309 stainless steel.
THM-309L ER309L For welding of SUS309L stainless steel.
THM-309Mo ER309Mo For welding of SUS309Mo stainless steel.
THM-310 ER310 For welding of SUS310 stainless steel.

THM-316 ER316 For welding of SUS316 stainless steel.
THM-316L ER316L For welding of SUS316L stainless steel.
THM-317 ER317 For welding of SUS317 stainless steel.
THM-321 ER321 For welding of SUS321 stainless steel.
THM-347 ER347 For welding of SUS347 stainless steel.
THM-410 ER410 For welding of SUS410 stainless steel.
THM-430 ER430 For welding of SUS430 stainless steel.
THM-2209 ER2209 For welding of SUS2205 stainless steel.

Product AWS ISO Characteristics and Applications
F6A0-EM12 With suitable wires (such as EM12 or EH14 etc.) for single-pass
TH-SJ101 F7A0-EM12K | FB | and multi-pass SAW welding of low carbon and low alloy steel
F7A0-EH14 structure with good Kv impact value and lower cracking sensibility
F7A2-EM12K
F7A4-EH14 With suitable wires (such as EM12 or EH14 etc.) for single-pass
TH-SJ101 F55A2-EA4-A2 | FB | and multi-pass SAW welding of low carbon and low alloy steel
F62A2-EA3-A3 structure with good Kv impact value and lower cracking sensibility
F69P3-EF3-F3
TH-SJ101Q F7'(°‘n‘;5|_—)”4 FB | Specialized flux for welding of bridge with suitable wires
TH-SJ101GX F7'(An21(-5-)”4 FB | Specialized flux for welding of pipeline with suitable wires
i F7A4-EH14 Specialized flux for the welding of pressure vessel or creep
mod. resistant with suitable wires
TH-SJ101Y (mod.) FB istant with suitable wi
F48P7-ENi3-Ni3 With suitable wires for single-pass and multi-pass SAW welding of
TH-SJ105C F55A4-EA4-A2 | FB | low carbon and low alloy steel structure with excellent Kv impact
F62P4-EA3-A3 value and lower cracking sensibility
. - For the welding of low temperature steel which have requirement
TH-SJ105DR| F48P10-ENi3-Ni3| FB of KV, (-75°C or-101°C) impact.
) For welding of ASME SA-516 Gr.(HIC) steel with THM-10Mn2SH
TH-SJ105S8H| F7P3-EH14(mod.) FB wire, super lower S and P in all weld metal.
i For the welding of Rm 780MPa-class low carbon and low alloy
TH-SJ80 F76A4-EMA-M4 | FB | qieel structure with THM-SGBO wire.
F6AO-ELS With suitable wires (such as EL12 or EM12 etc.) for single-pass
. ) and multi-pass SAW welding of low carbon and low alloy steel
TH-SJ301 Egﬁglg\lﬂzz cs structure. Can be used welding steel that have little rusty or dirty
surface, especially for girth welding of small pipeline.
F6AO-ELS With suitable wires (such as EL12 or EM12 etc.) for single-pass
. ) and multi-pass SAW welding of low carbon and low alloy steel
TH-SJ301Y Egﬁggmzz cs structure as same strength level's pressure vessel, especially for
girth welding of small pipeline.
F7AZ-EL8 With suitable wires (such as EL8 or EM12) for single-pass and
TH-SJ501 F7AZ-EL12 AR | multi-pass SAW welding of low carbon and low alloy steel
structure, especially for pipeline steel sheet higher speed welding.
. F7AZ-EL8 Specialized flux for welding of boiler's membrane wall with higher
TH-SJ501Y F7az-EL12 | MR | welding speed.
. Specialized flux for welding of stainless steel with wire of
TH-SJ601 BA | ER308/ER308L, ER309/ER300L/ ER316/ER316L efc.
F6A0-EL8 With suitable wires (such as EL12 or EM12 etc.) for single-pass
TH-HJ431 FBAO0-EL12 MS | and multi-pass SAW welding of low carbon and low alloy steel
F6A0-EM12 structure at little water or dirty welding plates.
With EH14 wires for single-pass and multi-pass SAW welding of
TH-HJ350 F7A0-EH14 MS | low carbon and low alloy steel structure with good welding
performance.
TH-HJ260Y M | Specialized flux for welding of stainless steel with wire of

ER308/ER308L, ER309/ER309L/ ER316/ER316L etc.
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Approvals and certifications of EU(2023)

Type Product 1SO classification CPR-CE | DB-AG | VD-TUV
Ja21 1S0 2560-A-E 35 0 RA 1 2 N
THJ421X 1S0 2560-A-E 42 0 RC 1 1 N
Covered
electrode
(SWAM) THJ507 1S0 2560-A-E 42 3 B 2 2 H5 N
THJ506Fe—1 1S0 2560-A-E 42 5 B 3 2 H5 N
THQ-50C 1S0 14341-A-G 42 3 C1 Z3Si1 v
THQ55-Ni 1 1S0 14341-A-G 46 5M22 3Ni1 N N N
THQ-G2Si 1S0 14341-A-G 38 4 M21 2Si v N N
THQ-50CG3 1S0 14341-A-G42 3 C1/G42 4 M21 3Si1 N v N
Gas shield X
solid wire THQ-500G4 180 14341-A-G 42 3 C1/G46 4 M21 4Si1 N N N
(GMAW/GTAW)
THS-309L 1S0 14343-A-G 23 12 L N N
THT-309L 1S0 14343-A-G 23 12 L N
- 1SO 14341-A:G 42 4 M21 3Si1/
THQ-50N IS0 14341-A:G 42 3 C1 351 N
THY-51B IS0 17632-A-T 42 2 P C 2 H10 N
Flux cored . A
wire (FOAW) THY-51A 180 17632-A-T 42 4 P C1 2 H10 v
THY-J552K2C 180 17632-A-T 46 3 P 1.5Ni G1 2 H10 N v N
1S0 14171-A-S 42 4 FB S3/
THM-43B/TH-SJ101 1SO 14174 S A FB1 N
Sub-arc THM-EH14/TH-SJ101 :gg 131;1‘2‘? ;1;14 FB s4/ v
wire/flux
(FCAW)
NG i 1S0 14171-A-S 46 5 FB SUN21/
THM-Ni1K/TH -SJ101Y 1SO 14174 S A FB1 H5 N

Package Specifications

(SAW)

Carbon and low alloyed electrodes 2.5kg/box Inner packaging: paperboard
(SMAW) Skg/box 2kg/earton Outer packaging: corrugated cardboard
§ . Inner packaging: plastic box
PN stainless steel electrode 2.5kg/box 20kg/carton )
B % Outer packaging: corrugated cardboard
é 5 Special stainless steel electrode Inner packaging: plastic box
= o . Skg/box 20kg/carton
> (Inner packaging is plastic box) Outer packaging: corrugated cardboard
. Inner packaging: paperboard
Surfacing electrode (SMAW) 5kg/box 20kg/carton
Outer packaging: corrugated cardboard
3 Inner packaging: plastic box
g _ THZ308, THZ408, THZ508 1kg/box 10kg/carton .
<= Outer packaging: corrugated cardboard
==
£e . Inner packaging: paperboard
E: Other cast iron electrode 5kg/box 20kg/carton packag i 9:pap
Outer packaging: corrugated cardboard
20kg/spool D270 plastic spool
D300 plastic spool
15kg/spool
hiel i . BS300 basket spool
Gas shielded solid wire 5kg/spool D200 plastic spool
(GMAW) )
1kg/spool D100 plastic spool
250kg/drum Round drum (paperboard)
350kg/drum Round drum (paperboard)
15kg/spool D300 plastic spool, D270 plastic spool
Flux cored wire -
5kg/spool D200 plastic spool
(FCAW) 1kg/spool D100 plastic spool
200kg/drum Round drum (paperboard)
. Coil without spool
25kg/coil
Outer packaging: corrugated cardboard
Submerged arc solid wire 50kg/coil
(SAW) 100kg/coil Coil without spool
250kg/coil Outer packaging: Covered by PP strip
350kg/coil
Inner packaging: plastic tube (square;
__| Carbon and low alloyed steel 5kg/tube 20kg/carton )
g <§: Outer packaging: corrugated cardboard
O L )
= Inner packaging: plastic tube (square:
e Stainless steel 5kgftube 20kg/carton pactaging: p (square)
Outer packaging: corrugated cardboard
Sintered flux & Fused flux .
25kg/bag Paper-plastic bag




» For gas shieldsolid wire (GMAW)

» Specification: EN 1SO544

» Designation: BS300

» Material: Basket spool

* Net weight of wire: 15kg/spool

» Outer carton material: corrugated cardboard

» For gas shield solid wire (GMAW)
» Specification: EN ISO 544

» Designation: D270

* Material: Plastic spool

* Net weight of wire:

20kg/spool (Dia. of GMAW wire: 0.9mm to 2.0 mm)
15kg/spool (Dia. of GMAW wire: 0.6mm to 2.0 mm)

15kg/spool (carbon steel FCAW wire)
» Outer carton material: corrugated cardboard

» For gas shield wire (GMAW & FCAW)

» Specification: EN 1SO544

» Designation: D300

» Material: Plastic spool

* Net weight of stainless steel wire: 15kg/spool
» Outer carton material: corrugated cardboard

25kg

50kg

100kg

250kg

350kg

390

590

640

860

890

300

500

500

630

630

80

105

125

160

160

* For gas shield wire (GMAW & FCAW)
Specification: EN 1ISO544

Designation: D200

Material: Plastic spool

Net weight of wire: 5kg/spool

Outer carton material: corrugated cardboard

)

)

» For gas shield wire (GMAW & FCAW)

» Specification: EN 1SO544

» Designation: D100

* Material: Plastic spool

* Net weight of wire: 1kg/spool

* Inner boxmaterial: corrugated cardboard

» Outer carton material: corrugated cardboard
20 inner boxes in a outer carton

* For sub-arc welding solid wire (SAW)

» Coil without spool

* Net weight of wire: 25kg/coil, 50kg/cail,
100kg/coil, 250kg/coil and 350kg/coil

» Quter cartonmaterial:
Corrugated cardboard (for 25kg/coil only)
PP strip covered (for other packaging)



800

» Forgas shield solid wire (GMAW & FCAW)
» Designation: Round drum

* Material: Paperboard

* Net weight of wire:

250kg/spool (GMAW)
200kg/spool (FCAW)

» For gas shield solid wire (GMAW)
* Designation: Round drum

* Material: Paperboard

* Net weight of wire: 350kg/spool

* For all type of TIG rod

* Inner packaging: plastic tube (ellipse or circle)

» Outer packaging: corrugated carton

» Fig A: 2 pieces of inner packaging in a outer
packaging carton ( carbon and low alloyed TIG
Rod)

* Fig B: 4 pieces of inner packaging in a outer
packaging carton (stainless steel TIG Rod)

« For all type of covered electrodes

« Inner packaging: paperboard box or plastic box

« Outer packaging: corrugated carton

« Fig A: 4 pieces of inner packaging in a outer
packaging carton (normal packaging)

« Fig B:8pieces of inner packaging in a outer
packaging carton (stainless steel electrode)

« Fig C: Fig C10 pieces of inner packaging in a outer
packaging carton (THZ308, THZ408 and THZ508 only)

* For detail size of inner packaging & outer packaging
(or other special packagingrequirement) for any type
of covered electrode, please contact our International
trade department



Prestigious Projects Applications

African union conference centre South-to-North Water Diversion Vehicle & Aerospace Bridge & Construction machinery

Construction & High-ride building Shipbuilding & Offshore

New San Francisco Bay Bridge Nest-type Beijing Olympic Stadium Energy equipment & Pressure vessel Nuclear power & Military



Welding positions

Butt welds

PA  AsvEIG

PC

PG sme:364

Fillet welds

ASME: IF

PB
ASME: 2F

\

ASME: 4F

PF asme: 3ru

PG sve 3k

Key to abbreviations

PA  Horizontal welding of butt welds
\ and fillet welds in flat position
PE PG
D
“—-rc
/" PA  pE pg Horizontal welding of fillet welds
‘ (downhand position)

pipe:
pipe axis:

ASME:

PB

fixed
vertical

26

pipe:
pipe axis:

ASME:

pipe:
pipe axis:
ASME:

PC
PD
PE
PF
PG

pipe:
pipe axis:

ASME:

PG

: rotated

pipe: fixed
il pipe axis:  horizontal
IS ASME. 5Gd
PF jipe:
pipe axis:  horizontal
ASME:
Variable axis
H-LO45 .. fixed
pipe axis:  e.g. 45°
ASME: 6G
PG ... fixed
pipe axis:  horizontal
ASME: SFd
rotated
horizontal PF e
2F pipe axis: horizontal
ASME: SFu

PD

pipe: fixed
fixed pipeaxis:  vertical
vertical ASME: 4F
2F
PA
L PB PB
Transverse position
Horizontal overhead position
P PC PC
Overhead position
Vertical up position
Pl PD PD
Vertical down position PE







