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Typical chemical composition of all-weld-metal (%)

Typical applications 
Welding of vessels, steel structures, shipbuildings and pipes.

Characteristics on Usage
① Bead appearance and slag removal are excellent under higher welding

speed with low current
② Excellent resistance against porosity and impact properties.
③ Repeated use of fluxes causes the deterioration of original performance 

of flux, so flux should be used by mixing new one properly.
④ Redry the flux at 250~350℃ for more than 60 minutes.

Typical mechanical properties of all-weld-metal
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