
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
The best suitable solid wires for thin steel plate with Ar+CO2 gas mixtures 

 

���� 2009�����	
������ ��   

S  

 
 

 

S  
 

 
UP  

���� 
JIS Z3312 G49A0M0 
AWS A5.18 ER70S-G 

�� 
Ar+20%CO2 

 
4mm  

���� 
 

 

����� 

SE-A50FS,MIX-50FS 

��	
:� �
 

��	
: �
 
<������> 

SE-A50FS,MIX-50FS 

����� 

Only-One 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

550MPa-class(JIS YGW18) solid wire suitable for robot welding for building structures 

 

  

 
REGARC  

 
 

            
 

JIS BCP325 325T YP385  

���� 
JIS Z3312 YGW18 
AWS A5.18 ER70S-G 

�� 
CO2 

REGARC 

���� 
 

( ) 

( ) 

 
ARCMAN 

Number-One 

��� �  MG-56R 

� �  MG-56R(N) 

 
 

0 

20 

40 

60 

 

150  

 

�� 
MG-56R 

MG-56R(N)

(%) 

YP 
(MPa)

TS 
(MPa)

El 
(%) 

vE0�
(J) 

496 581 30 187 

 
AW  

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
 High performance non-Cu-coated solid wire series 

�  

  

 
 

 
 

 
 

 
 

Only-One 

���� 2001�� ���	
���� �� 
���� 2001��  !"#$�� �� 
%&'(�� 2001�� �)*�� �� 

  

+, �� ��-./01� ��234567
SE-50 YGW11 CO2 823 
SE-50T YGW12 CO2 923 
SE-A50S YGW15 Ar+CO2 823 
SE-A50 YGW16 Ar+CO2 9235:/� 
SE-A1TS G49A2M16 Ar+CO2 :/� 
SE-A50FS G49A0M0 Ar+CO2 :/� 

SE;<= >?@A;<= 

Ar+20%CO2 / 280A ?@AB 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
Triple Tandem High Speed Horizontal Fillet Welding Method decreasing Arc interference 

 

  

2

Max.2.0m/min  
( 30%UP) 

Only-One 

 

 

����� (���� 2.0m/min) 
�� L: 560A-38V� � T: 440A-36V 
!"#�$�&%&��: 80A & 2.0m/min 

 
 

3 
1.2

(m
m

) 

5 

7 

4 

6 

8 

1.4 1.6 1.8 2.0 2.21.0 
 (m/min) 

L: 560A�T: 440A 

L: 500A�T: 400A 
 

Hot filler wire'

L'

T
T'

L'

�

CO2-Arc'
MX-200HS'

MG-1HS'

�� 
CO2 

      CS350  
     MX-200HS 1.6mm +     MG-1HS 1.2mm  

(

(
)

( 

( 

 
 
 

   
 

TRIFARC* 
3$+(2,�-+1 !"#�)

��* 
2$+(2,�-) 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 

  

 

JIS G 3140 ( BHS )  

 
 

CDEFG BHS500HI�y�500MPa, �BJ570K720MPaLvE-5��100JM 

Welding consumable suitable for BHS is high performance Bridge use steel 

BHS500 ( )
( )

NO PQ +, 

RST.U�� SMAW VPQ LB-62UL 
VPQ DW-60 (CO2) 
WX MX-60 (CO2) FCAW 

YZ[\] MX-60F (CO2) 
WX5^X MG-60 (CO2) 

1�-./0 
T.U 

GMAW 
VPQ MG-S63B (Ar+20%CO2) 

US-40 /     MF-38 
WX 

US-49A /     PF-H50LT _`a.bT.U�� SAW

YZ[\] US-40 /     MF-63 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
 Ultra High Current Ar+CO2 Mixed Gas Welding Process 

 

  

Ar+CO2  
1  

(600A 20kg/hour) 

Only-One 

Ar+CO2

 

 
 

0 150 
�.��(g/min) 

/
0
1
2
3

 (
g/

m
in

) 

1 

2 

200 300 

Solid��� MX-A100D Solid���2456 
789:;��,500A 

MX-A100D 

Solid wire 

300 400 500 600 700

Spray arc 

Spray arc 

Rotating arc 

MX-A100D 

Solid��� 
Unsuitable for welding 

��$�(A) 

MX-A100D 

�� 
Ar80%+CO220% (+ %O2 ) 

 + ( ) 
     MX-A100D 1.4mm  



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
 Arc Process Appling pure Ar Shielding Gas Improve the Fatigue Strength of Weld Joint 

 

  

 
Ar-MIG  

 
 

Only-One 

Ar

 
 

 
 

 

 
 

MX-MIG 

<=>? 

@



 (
M

P
aA

 

105104 106 107 108 
0

100

200

300

400

500

600

��

HT780 2.9mmt

MX-MIG

BCDEFG�HIJ 

1.0

1.5

2.0

2.5

3.0

0 0.2 0.4 0.6 0.8 1.0 1.2 1.4 1.6 

KLMNOPQRSTUVA'

@


W
X
Y
?
'

Kt
 

Solid���� 
Ar80%+CO220%

MX-MIG
�100%Ar 

K 

100%ArcMX-MIGc:/� 

100%ArcSolid;<=c:/� 

�� 
Ar 

 
      MX-MIG 1.2mm  



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
 Electro Gas Arc Welding Process 

 

  

 
 
2  

Number-One 

 
 

1  

2  

 

(SUS304L) 

 

d�ef(KL-4) 

>gh�e' 
ijY

-./01�
(CO2)

kl(DCEN) 

ml(DCEP) 
�no

��'( 

-./01�
(CO2)

�no

ijY

d�ef(KL-4) 

ml(DCEP) 

��'( 

>gh�e' 

  

35 
 
80 
mm 

65 
mm 

dpq(DCEN)I      DW-S50GTR 
hpq(DCEP)I      DW-S50GTF 

 
DW-S43G 
DW-S1LG 

� 

� 

53 
mm 

� 

DW-S308LG

rs�
50mm 

rs�
53mm 

rs�
80mm 

�� 
CO2 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 

  

CO2  
MAG  

 

 

 
��	
������ 

��� 

�����������

�� ! 

 
 

HrNO tuv wxy ;<=+, 

CO2 SE-50T 
K60g/m2 

:/� MAG SE-A50 

CO2 MX-100Z 

z'{�n|}?@A(GA) 

�n|}?@A(GI) 

Zn-Al-Mg?@A K90g/m2 
:/� MAG MIX-1TS 

SE-A1TS 
�n|}?@A(GI) 

Zn-Al-Mg?@A 100g/m2K CO2 kl~ DW-1SZ 

 Gas Metal Arc Welding Wires for Galvanized steel 

DW-1SZ  
 

MIX-1TS

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
 Ultra Low spatter CO2 GMAW Solid wire Process 

 

  

Only-One 

 
 

CO2

1/10  
UP  

 

 

1
2 

Z
[
�
6
3
\

 (
%

) 

0

]]]111...000 ^̂̂   

000...555~~~111...000 ^̂̂   

~~~000...555 ^̂̂   

�� REGARC 

1
10/

0
1
2
3
\

 (
%

) 

_

20

40

60

80

100 
CO2�1.2^�_330A(��`) 

0

20

40

60

80

100 

�� REGARC 

REGARC �� 

Spatter 

Fume 

�� 
CO2 

      AB500  
      MG-56R(N) 1.2mm  



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
High potential One Side SAW process and equipment 

 

1  

Number-One 

  

 
 

 

 

h���U� ;<= d�e���U� 

PF-I55E 
PF-I55EM 

US-36 
(4.8mm�) 

MF-1R 
PF-I50R 

 

a, 

bU cde!#1-/ 

a,f�/ 

/#g �!#1-/

,�-

L+ 
T1+

T2+

3$+ FCB�hi

(AC) 
(AC) 

(AC) 

99  
I  

20mm 

FCB��jk 
 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
High potential One Side SAW process and equipment 

 

Only-One 

  

 
 

 

 

h���U� ;<= d�e���U� W����U� 

PF-I55E 
PFH-55E 

US-36 
(4.8mm�) 

RF-1 No.1296 

 

3$+ RF�hi 

lm!#1-/ 

a,f�/

/#g �!#1-/

,�-

L+ 
T1+

T2+

cde!#1-/ 
cdno a, 

(DC) 
(AC) 

(AC)

1  

99  
I  

20mm

(p�q4BC) 

RF��jk 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
" 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
GTAW consumables for Carbon steel, High tensile steel, and Low temperature service steel 

 

TIG  
 

TIG

Number-One 

���� 
 

  

HN �� +, JIS�� 
Z3316 

AWS�� 
A5.18,A5.28

���
�. TG-S50 YGT50 ER70S-G 

TG-S51T YGT50 ER70S-6 
AWS���� 

No.65G YGT50 ER70S-2 

��H 

l�� TG-S35 - - 
590MPa� TG-S62 YGT60 ER80S-G 
610MPa� TG-S60A YGT62 ER80S-G 8��H 
780MPa� TG-S80AM YGT80 ER110S-G 
-60�FG TG-S1N - ER70S-G 

9��H 
-100�FG TG-S3N - ER70S-G 

�� 
Ar 

TIG   



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

SMAW consumables for Carbon steel 

 

 
 

Number-One 

 
 

 

�� +, 

�<����T� 
 

 Z-44 
B-14 

</��<�� 
B-10 

9Y�� LB-52 
9Y���u���� LB-52T 
:<�d6��� LB-52U 

LB-52U  

 

�� 
 

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
SAW Consumables for large size Welded Box Shape Building Column 

 

BOX  
60mm 2 1  
60mm 2 1  

Number-One 

 
 

  

Hf ;<= 
(6.4mm�) ���U� 

DEH PF-I53ES 
TMCPH 

US-36L PFI-55ES 
US-55ST PF-I55ST 

8 HAZ�~H US-60ST PF-I60ST 

50mm 
2 SAW 

80mm 
 

2 SAW 

�� 1950A 
 � 1450A 
�� 22cm/min 

�� 1650A 
 � 1300A 
�� 23cm/min 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

NO SMAW GTAW SAW 

9Cr-1Mo-Nb-Vr 
ASTM A335 Gr.P91 

CM-9Cb 
(AC,DCEP) 

CM-96B9 
(AC,DCEP) 
CM-95B9 
(DCEP) 

TG-S9Cb 
(DCEN)  
TG-S90B9 
(DCEN) 

PF-200S / 
US-9Cb 
(AC,DCEP)  

PF-90B9 / 
US-90B9 
(DCEP) 

9Cr-W-Nb-Vr 
ASTM A335 Gr.P92 

12Cr-W-Nb-Vr 
ASTM A335 Gr.P122 

CR-12S 
(AC,DCEP) TG-S12CRS

(DCEN) 
PF-200S /  

US-12CRSD 
(DCEP) 

(� )Il~ 

Welding consumables for Heat Resistance Steel of Boiler 

 

 

Number-One 

  

 

 

9%Cr 12%Cr
 

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

NO SMAW GTAW SAW 

1.25Cr-0.5Mor 
ASTM A387 Gr.11 

CM-A96MB
(AC) 

TG-S1CM 
(DCEN) 

PF-200 / 
US-511N 
(AC) 

2.25Cr-1Mor 
ASTM A387 Gr.22 

CM-A106N 
(AC) TG-S2CM 

(DCEN) 
PF-200 /  
US-521S 

(AC) 

2.25Cr-1Mo-Vr 
ASTM SA542 Type D Cl.4a 

CM-A106H
(AC) TG-S2CMH

(DCEN) 
PF-500 /  
US-521H 
(AC) 

(� )Il~ 

Welding consumables for Heat Resistance Steel of Reactor 

 

( )
 

Number-One 

  

 

 

1.25%Cr-0.5%Mo 2.25%Cr-1%Mo
2.25%Cr-1%Mo-V

 
SR  



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Welding consumables for Hardfacing 

Number-One 

 

  

NO SMAW FCAW , GMAW ���.��� 

:.�<�� HF-240 ,      HF-260 
HF-350 

DW-H250,      MG-250 
DW-H350,      MG-350 200K400 

a/� _<�� 
HF-450 ,      HF-500 
HF-600 ,      HF-650 
HF-700 ,      HF-800K 

DW-H450 
DW-H600 
DW-H700 
DW-H800 

350K800 

13%Cr�� ¡�� CR-134 
DW-H131S 
DW-H132 350K500 


�¢.���<�� HF-12 - 500K700 

13%Mn HF-11 DW-H11 150K500 
8Mn¢.�
��<�� 16%Mn 

-16%Cr HF-16 ,       MC-16 DW-H16 200K400 

8 Cr£� HF-30 DW-H30 
DW-H30MV 600K800 

� ¤�� �{¥� HF-950 ,      HF-1000 - 800K1200 

 

NO SAW Band ���.��� 

:.�<�� G50c      US-H350N 
G50c      US-H400N 

PF-B350Hc     US-B43 350K400 

a/� _<�� 

G50c      US-H450N 
G50c      US-H500N 
MF-30c     US-H550N 
MF-30c     US-H600N 

PF-B450Hc     US-B43 450K600 

13%Cr 
�� ¡�� PF-H13Mc     US-H134 PF-B134c      US-B410 350K450 

 

 

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

MIG & TIG Welding consumables for Aluminum Alloy 

 

MOSS-LNG

  

 

 
4 &2  

  

¦�� ��§¨©ª�«�

MPa (¬�f) MIG TIG 

8®� Al 77 
¯°±±²²³´²µ�

      A-1070WY        A-1070BY 

® Al 93 
¯°±±²²³´²µ�

      A-1100WY        A-1100BY 

Al-Siz' 198 
¯°¶²¶±³´·¶µ�

      A-4043WY        A-4043BY 

Al-Siz' 195 
¯°¶²¶±³´·¶µ�

      A-4047WY        A-4047BY 

Al-Mg-Mnz' 231 
¯°¸¹¸¹³´²µ�

      A-5554WY        A-5554BY 

Al-Mgz' 285 
¯°¸²º»³´²µ�

      A-5356WY        A-5356BY 

Al-Mg-Mnz' 289 
¯°¸²º»³´²µ�

      A-5183WY        A-5183BY 

 

  
Ar Ar+He  

 MIG  
 TIG  ( ) 

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Nickel Alloy Flux Cored Wire 

 

Ni 625,C276,82  

  

 

 
 

  

  
Ar+20%CO2 

 

 

AWS  
DW-N625 , DW-NC276  

AWS�� �¼ +, 

A5.34 ENiCrMo3T1-4 
Alloy 625,825 
�.:.�� ¡�H5½f§¨5¾¿]À DW-N625 

A5.34 ENiCrMo4T1-4 
Alloy C276 
�.:.�� ¡�H5½f§¨5¾¿]À DW-NC276 

A5.34 ENiCr3T0-4 
Alloy600,800 
½f§¨5¾¿]À DW-N82 

DW-N625 DW-NC276 DW-N82 

Alloy825 
 

 
 

 
 

Alloy800 
 

12mm 12mm 12mm 
25mm

Ni
 



#$ 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

CO2 Flux Cored Wires for Horizontal Fillet welding 

 

 
 

 
H  

  

  
CO2 

Number-One 

  

���
�. MX-Z200 
ÁX5ÂXWÃÄÅÆ MX-Z210 
ÇÈX�ÉÊË��� DW-200 
ÌÍX�ÉÊË��� DW-50BF 
ÌÍX�ÎÏ�-Ð��<a.Hr� DW-300 
8Ñ��� MX-200S 
Twin Tandem One Pooly� MX-200H 
TRIFARCy� 
(8Ñ 32l Tandem One Pooly) MX-200HS 

570MPa� MX-60F 
-60�FG9��H� MX-55LF 
 

2

 

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

CO2 Flux Cored Wires for All Position Welding 

 

 
 

 
 

  

  
CO2 

Number-One 

NO +, 

���
�. DW-Z100 
��¡.�ÁÃ��ÒÅÆ DW-100V 
-20�FG9��H� DW-100E 
-40�FG9��H� DW-55E 
£Ó� 550MPa� DW-55 
550MPa�Ô-60�FG9��H� DW-55L 
PWHT��-60�FG9��H� DW-55LSR 
590MPa� DW-60 
 

2 

 

 

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Welding consumables for 9%Ni-Low Temp. Service Steel 

Number-One 

 

  

NO ¦�� +, 

70Ni-15Cr-Mo-Nb NI-C70S 
70Ni-13Cr-7Mo-W NI-C70H RST.U�� (SMAW) 

70Ni-18Mo-Cr-W NI-C1S 
TIG�� (GTAW) 70Ni-18Mo-Cr-W TG-S709S 

60Ni-17Cr-Mo-Nb DW-N70S 1�-./0T.U 
���U�ÕÖ;<= (FCAW) 60Ni-17Mo-7Cr-W DW-N709SP 

WX PF-N3 /     US-709S _`a.bT.U 
�� (SAW) ^X

70Ni-18Mo-Cr-W 
PF-N4 /     US-709S 

� �  

-196 9%Ni
Ni  

 

DW-N70S  

TG-S709S GTAW
TIL-Automatic

LNG  



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Austenitic Stainless Steel Flux Cored Wire 

  

 

 P  (DW-308LP,-309LP,-316LP) 
 T  (DW-T308L,-T309L,-T316L) 
 

�×'(©{�¦�(%) 
��f 

C Si Mn Ni Cr Mo/Nb
+, 

SUS304 0.050 0.57 1.52 9.7 19.7 - DW-308 
SUS304 , 304L 0.027 0.56 1.49 10.0 19.5 - DW-308L 

SUS304L / ��H 0.028 0.61 1.24 12.6 24.2 - DW-309L 
SUS316L 0.026 0.59 1.43 12.0 19.0 Mo:2.3 DW-316L 
SUS317L 0.025 0.59 1.10 13.0 19.8 Mo:3.4 DW-317L 

SUS316L/ ��H 0.027 0.61 1.18 12.6 23.2 Mo:2.4 DW-309MoL
SUS321 , 347 0.026 0.41 1.48 10.5 18.7 Nb:0.6 DW-347 

SUS310S 0.18 0.48 2.00 20.4 25.5 - DW-310 
 

�� 
100%CO2 Ar+20%CO2 

 

SUS304L,316L
 

 

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Steel plates and columns for building structure 

 

 

 
 

  

ª�«� 
U�� 

YP 
(MPa) 

TS 
(MPa) 

  

Ø��� 
;<= 

(CO2-GMAW) 

400MPa� Ù235 Ù400 SN400 STKN400 MG-50 
MG-50R 

Ù325 Ù490 SN490 
KCL A325 STKN490 

MG-50 
MG-50R 
MG-56 
MG-56R(N) 490MPa� 

Ù400 Ù490 KCL A400 KSAT400 

520MPa� Ù355 Ù520 SM520 
KCL A355 KSAT355 

550MPa� Ù385 Ù550 KCL A385 KSAT385 

MG-56 
MG-56R(N) 

Ù440 Ù590 SA440 KSAT440 
590MPa� 

Ù500 Ù590 Ú KSAT500 
MG-60 

780MPa� Ù630 Ù780 KBSA630 KSAT630 MG-80 
MG-S80(Û) 
�%&Ar+20%CO2 

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Steel plates and columns for building structure 

 

 

 
 

  

ª�«�U�� YP 
(MPa) 

TS 
(MPa) 

 
Ø��� 
;<= 

(CO2-GMAW) 

400MPa� Ù235 Ù400 BCP235 
STKR400 

MG-50 
MG-50R 

Ù325 Ù490 
BCP325 

BCP325T 
STKR490 

MG-56 
MG-56R(N) 490MPa� 

Ù400 Ù490 - - 
520MPa� Ù355 Ù520 - - 
550MPa� Ù385 Ù550 SBCP385 MG-60 

Ù440 Ù590 SBCP440 MG-70 590MPa� 
Ù500 Ù590 - - 

780MPa� Ù630 Ù780 - - 
BCP325T NBFW

 
ARCMAN

 

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Welding System and Consumables for Construction Machinery 

 

 
 

  

  
 

 
  

GMAW MG-50 CO2 
FCW MX-100  

Ar+20%CO2 GMAW MG-50 , MIX-50S 
GMAW MG-50R CO2 
FCW MX-100  

Ar+20%CO2 GMAW MG-50R , MIX-50S

MAG  Ar+20%CO2 FCW MX-A100D 

 Ar+20%CO2 GMAW MG-50R 
 

ARCMAN  

 
AB500 

 
 

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Backing Materials for One Side Welding to make Uranami 

 

 
 

  

 

FB-B        DW-Z100
 

  

 
 

 
 

  

 
 

 

 

 
 

FB-B FR-B FA-B 

  
ÜÝ�0;<=� (A) ���U�ÕÖ;<=� (T)   

    

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
FCAW for Ferrite Stainless Steel of Automobile’s Exhaust system 

 

  

Nb  

 

 

�� 
Ar+2%O2 Ar+20%CO2 

 

���� 

 

Number-One 

     MG-S430M  MX-A430M 

 

 

 

(Ar+2%O2)

2mm 

(Ar+20%CO2) 

2mm

Exhaust manifold 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Duplex FCW 
Flux Cored Wire for Duplex Stainless Steel 

 

  

(Super) (Standard) (Lean)
2

 

 
 

  

�¼ �×'(©¦�� +, 

Super 2Þ�� ¡�H 
(S32750,S32760,SUS329J4L) 25Cr-9Ni-4Mo-0.25N DW-2594 

Standard 2Þ�� ¡�H 
(S31803,S32205,SUS329J3L) 

22Cr-9Ni-3Mo-0.15N DW-329AP 
Lean 2Þ�� ¡�H 

(S32101,S32304) 
25Cr-8Ni-0.15N DW-2101 

 

;<=:      DW-2594 (1.2mm) 
f: �.:.2Þ�� ¡�H 
PQ: ÂXÁÃ 

�� 
Ar+20%CO2 100%CO2

 

ß��/� �.àá 
(2Þ�� ¡�H) 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Electrode for Gravity Welding Method 

 

  

Number-One 

 

NHK X  
 

 

 

 

 

  

�� +, 

 Z-43F 
â9Y��ãär� LT-B50 
9Y��ãsr� LT-B52A 

 

 

���� 
 

 
  

4.0  8.0  400mm 

 
800mm 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
Strip Electrodes and Fluxes for Stainless Overlay Welding 

 

  

 
 

Û1IDelongsåæçè�é�<�� ê. 
Û2IWRC-1992åæçè�é�<�� ê. 
Û3Iëì� US-B309LcPF-B7FK 
Û4Iëì� US-B309LcPF-B1 

 

 
 

�é�<�v �� ��fí©îzï 
��y ¦�� ðìy 

FNÛ1 FNWÛ2 AWS ���U� ñò2l 

 

PF-B7 US-B347LD  
1ì 

US-B309LCb  347L 
óì 

3~8 3~8 E347L 
PF-B7FK US-B347LD Û3 

1ì PF-B7  
316L 

óì 
4~10 4~10 E316L US-B316EL 

Û3 

317L óì 3~10 3~10 E317L US-B317L Û3 

1ì 3~8 3~8 US-B309L  

ô¡U�	 
��¤ 
ESW 

308L 
óì 3~10 3~10 

E308L 
PF-B7FK

US-B308EL Û3 

1ì E347 PF-B1FP US-B347LP  
347 

óì E347L PF-B1FK US-B347LD Û4 

1ì E308 US-B309L  

_`a.b 
T.U 
SAW 308L 

óì 

3~8 3~8 

E308L 
PF-B1 US-B308L Û4 

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
Non-Cu coated Solid wires for Electro-Slag Welding Method 

improving Wire-feedability and Arc-Stability 

 

  

SE
 

HAZ
 

 
 

�� 
 

500~600A  

���� 
BOX  

Only-One 

  

Hf ;<= 
(1.6mm�) 

���U� 
(õ� 20cD) 

DE 490MPa� ES-55 
KCL A325-ST ES-55ST8 HAZ 

�~H 
ö.��.:.

��÷� 
SA440-ST ES-60ST

EF-38

 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
Flux Cored Wires for Self-Shield(Non-Gas) Arc Welding Method 

 

 
 

���� 
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Welding Consumables for Low Temperature Service Steel 

���� 
LPG  

  

  

Ti-B Ni

 

-30 

-40 

-50 

-60 

-80 

-101 

LB-52NS

NB-1SJ 

NB-3J 

MG-50D 
DW-55E 

DW-55L 
DW-55LSR 

MG-S50 

MG-S50LT 
MG-S1N 

MG-S3N 

TG-S50 

TG-S1N 

TG-S3N 

-101 9%Ni  

-

2 2 

( ) 

 
( ) 

 

 

Number-One 

 

DW-A55L 



 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
Welding Consumables for 590~780MPa class High Tensile Strength Steel 

���� 
( )  

 

  

  

Mo Ni

 

 

590MPa 

LB-106 

LB-116 
LB-80UL 

MG-60 

MX-60F 

MG-70 

MG-S63B 

MG-S70 

MG-S88A 

TG-S60A 

2 2 

 

LB-62 
LB-62UL
LB-62U 
LB-62L 

LB-88LT 

DW-60 

MX-60 

MG-80 MG-S80 

TG-S62 

690MPa 

780MPa 

-

LB-67L 

LB-Y75 
LB-70L 

LB-80L 

DW-62L DW-A62L 

Number-One 


