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

Approved by

Typical mechanical properties of all-weld-metal

Sizes available and recommended currents (AC or DC 䥳) 
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Typical applications 
Welding of 690N/mm2 class high strength low alloy steel of pressure
vessels, bridges, machinery and penstocks.

Coating
Low hydrogen, iron powder type
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N/mm2{kgf/mm2} N/mm2{kgf/mm2} (%) J {kgf·m} (-51℃)

C
O

V
ER

ED
A

R
C

W
ELD

IN
G

ELEC
TR

O
D

ES

Welding positions

Characteristics on Usage
① Good mechanical properties.
② Excellent slag removal.
③ Redry the electrode at 300~350℃ for 60 minutes prior to use.
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