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

Typical applications 
Welding of 590N/mm2 class high strength low alloy steel of pressure
vessels, penstocks, bridges, vehicles and machinery

Coating

Approved by

Characteristics on Usage
① Mn-Ni-Mo type deposited weld metal.
② Minimum hydrogen content and very satisfactory crack resistance.
③ Satisfactory radiographic soundness.
④ Good impact value.
⑤ Redry the electrode at 350~400℃ for 60 minutes prior to use.

Typical mechanical properties of all-weld-metal

Sizes available and recommended currents (AC or DC 䥳) 
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