
FOR LOW TEMPE-
RATURE SERVICE STEELK-7018N AWS E7018-1 

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

Typical applications 
Welding of nuclear reactor vessels, pressure vessels, LPG tankers, LPG
storage tanks and similar installations at low temperature.

Coating

Approved by
CWB, DNV, LR

Characteristics on Usage
① Excellent impact value at -46℃
② Excellent mechanical properties.
③ Redry the electrodes at 300~350℃ for 30~60 minutes prior to use.

Typical mechanical properties of all-weld-metal

Sizes available and recommended currents (AC or DC ) 
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Low hydrogen, iron powder type.
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