
FOR HIGH TENSILE
STRENGTH STEELK-7014 AWS E7014  

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

Typical applications 
All position fillet welding of ship structures, bridges, structural steels for
buildings and general structures.

Coating

Approved by
ABS, CWB, KR, LR, NK

Characteristics on Usage
① Designed for high efficiency in single pass and multiple pass welding.
② Excellent slag removal and good bead appearance.
③ Redry the electrode at 100~130℃ for 30~60 minutes prior to use.

Typical mechanical properties of all-weld-metal

Sizes available and recommended currents (AC or DC 䥳, 䥴) 
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