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

Typical applications 
Butt and fillet welding of ships, machines, bridges, steel structures and
general fabrications.

Characteristics on Usage
① Insensitive to rust, scales, oil dirts of the surface to be welded.
② Excellent resistance against  porosities.
③ Economical because of less consumption of flux and high melting ratio.

Typical mechanical properties of all-weld-metal

Typical welding conditons
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