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INNOVATIVE WELDING CONSUMABLES

Initially founded in 1870 FSH WELDING
GROUP is a French manufacturer of |
, welding and brazing consumables and |
has become one of the main actors on

; the worldwide market.

. Today our group is present on all continents <
! through our subsidiaries and partners and we

; propose the broadest range of products on the |

- welding and brazing market. The quality of our ' %
products, the involvement of our staff as well

; as the continuous improvement of our R&D has |
placed FSH WELDING GROUP as THE reference

. for the major companies in the industry.

Our group stands out especially on specific '
markets in highly technical industries !

. such as aerospace, nuclear, chemical and | !
petrochemical, M&R, ground transportation, I

heating and air-conditioning.

Our products, sold under our brands |
SELECTARC WELDING and SELECTARC
BRAZING meet strict requirements as far . §
as quality and security are concerned. To |
achieve excellence is our goal, quality is
in our genes and we reassert this motto |

every day.

_ Fabricacion
T Dinamismo Développerment

S

— &) Savoir-faire

RISSJIES Srovw+ow
Excellence I n nO\{athn

Innovation
Qual |ty Responsiveness

Customization

PRODUITS D’APPORT DE SOUDAGE
WELDING FILLER METALS

<égelec’carc

Flexibility

PRODUITS D’APPORT DE BRASAGE
BRAZING ALLOYS

cfgelectarc

' BRAZING
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WELDING INNOVATIVE WELDING CONSUMABLES

OUR INDUSTRY FOCUS:

View our full range on www.fsh-welding.com!

)
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@ iy '-

FORGING & FOUNDRY FOOD INDUSTRY NUCLEAR AND THERMAL PLANTS, MINING INDUSTRY
POWER INDUSTRY

@ e X

SHIPBUILDING AUTOMOBILE CHEMICAL AND M&R
INDUSTRY INDUSTRY PETROCHEMICAL INDUSTRY INDUSTRY

° All technical data sheets and MSDS are available on: www.fsh-welding.com/en
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CLASSIFICATIONS & STANDARDS

Type Characteristic

SELECTARC 48SP
SELECTARC 51
SELECTARC 52HP
SELECTARC 54
SELECTARC 55
SELECTARC D6
SELECTARC 160
SELECTARC C6010
SELECTARC Galva 46
SELECTARC RR B7
SELECTARC B56S
SELECTARC B7016Sp
SELECTARC B58
SELECTARC B7018S

Type

m SELECTARC B70
B SELECTARC B72
® SELECTARC B73
® SELECTARC B74
B SELECTARC B75Cu
m SELECTARC B77

All positions

Universal

Universal

Good appearance

Heavy coated

Vertical down

High efficiency (Jet type)
Cellulosic coating

For root pass welding

Universal basic

Universal basic 7018
Universal 7018-1

For welding before galvanization

Double coated, special for repairing

manufactured and distributed by

F S- H WWEL DM

E6013
E6013
E6013
E6013
E6013
E6013
E7024
E6010
E6013
E6013
E7018-1
E7016
E7018
E7018-1

LOW ALLOYED STEELS

Characteristic

High strength

High strength

High strength

High strength

For welding weather resistance steel
High strength steel

m SeLECTARC B79EH [J20 High strength steel

m SELECTARC B60

B SELECTARC B63

® SELECTARC B63SC
m SELECTARC B68

B SELECTARC B69

m SELECTARC B609
B SELECTARC B691
m SELECTARC B691N
B SELECTARC B691NM
W SELECTARC B81

m SELECTARC B82

W SELECTARC B84

B SELECTARC B842

High temperature

For creep resisting steels

For creep resisting steels, X<15ppm
For creep resisting steels

For creep resisting steels

For creep resisting steels

Basic coated for creep resisting steels
For creep resisting steels

For creep resisting steels, Ni+Mn <1%
For cold tough steels <-60°C

For cold tough steels at -60°C

For cold tough steels < -80°C

For cold tough steels < -60°C

E10018-G
E9018-G
E9018-D1
E8018-G
E8018-W2
E11018-M
E12018-G
E7018-A1
E8018-B2
E8018-B2
E9018-B3
E8018-B6
E8016-B8
E9015-B91
E9018-B91
E9015-B91
E8018-C3
E8018-C1
E8018-C2
E7018-G

E6251,5NiMoB 4 2H5

E 555 1NiMoB 42 H5
E554 MnMo B 4 2 H5

E 69 4 Mn2NiCrMo B 4 2 H5
E 89 4 Z Mn2NiCrMo B 4 2 H5

AWS A5.1

Classification

AWS A5.5 IS0 18275-A IS0 3580-A

EMoB 42 H5 o
ECrMo1B42H5 |-
ECrMo1B42H5 |-

Classification

1S0 2560-A
E420RCT11
E420RC11
E420RCT11
E420RR12
E420RR12
E420RC11
E380RR53
E422C25
E350RR31
E382RB12
E424B42H5
E383B12H10
E424B32H5
E464B32H5

IS0 2560-A

E502MoB42H5
E4627ZB42H5

ECrMo2B42H5 |-

ECrMo5B42H5 |-
ECrMo9B42H5 |-
ECrMo91B 4 2 H5
ECrMo91B42H5 | -

ECrMo91B42H5 | -

E4651NiB42H5
E4662NiB 42 H5
E4663NiB42H5
E426 INiB42H5

pl4
pl4
pl4
pl4
p15
p15
p15
p15
p15
p15
p16
pl16
p16
p16

p17
p17
p17
p17
p17
p18
p18
p18
p18
p18
p19
p19
p19
p19
p19
p19
p20
p20
p20
p20

All technical data sheets and MSDS are available on: www.fsh-welding.com/en

View our full range on www.fsh-welding.com!
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CLASSIFICATION & STANDARDS

CLASSIFICATION & STANDARDS

SELECTARC 20/10BC
SELECTARC INOX 308B
SELECTARC 308HR
SELECTARC INOX 308HB
SELECTARC INOX 347
SELECTARC 20/10MBC
SELECTARC INOX 316L
SELECTARC 316VD
SELECTARC INOX 316NG
SELECTARC 316HR
SELECTARC INOX 16-8-2B
SELECTARC 316MnNB
SELECTARC INOX 318
SELECTARC 317L
SELECTARC 24/12S
SELECTARC 309HR
SELECTARC 24/12Mo
SELECTARC 307R
SELECTARC 307B
SELECTARC 18/8Mn
SELECTARC INOX 308Mo
SELECTARC 29/9
SELECTARC INOX 312HR
SELECTARC 25/20R
SELECTARC 25/20B
SELECTARC INOX 310H
SELECTARC INOX 253MA-AC
SELECTARC INOX 21/33Mn
SELECTARC 25/35H
SELECTARC INOX 2209
SELECTARC INOX 2209B
SELECTARC INOX 2509MoR
SELECTARC INOX 2509MoB
SELECTARC INOX 2509MoWB
SELECTARC INOX 385
SELECTARC INOX 410B
SELECTARC INOX 430B
SELECTARC INOX 430MoB
SELECTARC INOX 13/4
SELECTARC INOX 17/4Mo

Standard 308L rutile coated

308L basic coated

High efficiency (Jet type)

High carbon / basic

Niobium - stabilised

Standard 316L rutile coated

Spray and fine rippled weld bead

For vertical down

Basic coated

High efficiency (Jet type)

For Inox high temperature

Inox non-magnétique

Niobium stabilised

Stainless steel electrode with 3.5 % Mo
Rutile coated

High efficiency (Jet type)

For repairing

High manganese / rutile

High manganese / basic

High manganese / synthetic (Jet type)
For repairing

For maintenance and repair

For galvanised steels and repair (Jet type)
High temperature / rutile

High temperature / basic

High temperature / high carbon

High temperature

High temperature

High temperature

For duplex steels / rutile

For duplex steels / basic
Super-duplex / Rutile

For super-duplex stainless steels / basic
For super-duplex stainless steels / basic
Highly corrosion resistant type 904L
13 % Cr / basic

17% Cr / basic

17% Cr - 1% Mo / basic

13 % Cr - 4% Ni/ basic

16 % Cr-5%Ni-1%Mo / basic

Classification

E308L-16
E308L-15
E308L-26
E308H-15
E347-17
E316L-16
E316L-17
E316L-16
E316L-15
E316L-26
E16-8-2-15
E316LMn-15
E318-17
E317L-17
E309L-16
E309L-26
E309LMo-17
~E307-16
~E307-15
~E307-26
E308Mo-17
~E312-16
~E312-26
E310-16
E310-15
E310H-15

E2209-17
E2209-15
E2594-16
E2594-15
E 2595-15
E385-16
E410-15
E430-15

E410NiMo-15

EN 1600 /IS0 3581-A
E199LR32
E199LB42
E199LR73
E199HB42
ET99NbR32
E19123LR32
E19123LR32
E19123LR31
E19123LB42
E19123LR73
E1682B42
E20163MnNLB42
E19123NbR32
EZ19134LR32
E2312LR32
E2312LR73
E23122LR32
E188MnR32
E188MnB32
E188MnR73X
E20103R32
E299R32
EZ269R73
E2520R32
E2520B42
E2520HB42
E2212R32
EZ2133MnNbB42
EZ2535NbHB42
E2293NLR32
E2293NLB42
E2594NLR42
E2594NLB42
E2594NLB42
E20255CuNLR12
E13B42
E17B62
EZ17MoB62
E134B42
EZ1651B42

p22
p22
p22
p22
p22
p23
p23
p23
p23
p23
p23
p23
p24
p24
p24
p24
p24
p24
p25
p25
p25
p25
p25
p26
p26
p26
p26
p26
p26
p27
p27
p27
p27
p27
p28
p28
p28
p28
p28
p28

All technical data sheets and MSDS are available on: www.fsh-welding.com/en



m SELECTARC Fonte Ni

m SELECTARC Fonte Ni2

M SELECTARC Fonte Ni4

m SELECTARC Ferro-Ni

W SELECTARC Bimetal-NiFe
W SELECTARC Fonte BMP
m SELECTARC FeNi/Cu

W SELECTARC Fonte NiFe2
= SELECTARC Fonte Fe

W SELECTARC Fonte Fe2
= SELECTARC Fonte Fe3

Type

B SELECTARC B90
M SELECTARC B91
B SELECTARC B94
B SELECTARC B96
M SELECTARC Ni59
B SELECTARC Ni82
M SELECTARC Ni182
B SELECTARC Ni190
B SELECTARC Ni276
B SELECTARC Ni617
B SELECTARC Ni625
B SELECTARC Ni625BF
B SELECTARC Ni-A
B SELECTARC NiTi3
M SELECTARC Ni690

Pure nickel - AC/DC
Pure nickel - AC/DC -

CAST IRON

Pure nickel non conductive coating

Ferro nickel - AC/DC +
"Bimetal" - AC/DC -
"Bimetal" - AC/DC +

Ferro nickel / copper coated - AC/DC +

Ferro nickel - AC/DC -
Iron based / for repair
Iron based / for repair
For hot welding

NICKEL ALLOYS

Characteristic

Inconel® type 600 high recovery

High strength

Special AC/DC

For 9 % nickel steels / AC
Highly corrosion resistant
Inconel® type 600

Nickel alloy 600

NiCu type "Monel®"

Alloys NiCrMo (C-276)
High temperature

Highly corrosion resistant
Highly corrosion resistant
High temperature / repair
Pure nickel

Nickel alloys 690

AWS A5.11
ENiCrFe-3
ENiCrMo-3
ENiCrFe-2
ENiCrMo-6
ENiCrMo-13
~ENiCrFe-3
ENiCrFe-3
ENiCu-7
ENiCrMo-4
ENiCrCoMo-1 (mod)
ENiCrMo-3
ENiCrMo-3
ENiCrFe-2
ENi-1
ENiCrFe-7

ALUMINIUM ALLOYS

Characteristic

&ectarc

Classification

ENi-CI ECNi-CI 3
ENi-CI ECNi-CI 3
ENi-CI ECNi-CI 3
ENiFe-Cl E C NiFe-CI 3
ENiFe-Cl E C NiFe-Cl 3
ENiFe-Cl E C NiFe-Cl 1
~ENiFe-Cl E C NiFe-13
ENiFe-Cl E C NiFe-Cl 1
ESt ECFe-13
"ESt" ECFe-23
"ECI-B" E C FeC-GF 3

Classification

1SO 14172
E-Ni 6182 (NiCr15Fe6Mn)
E-Ni 6625 (NiCr22Mo9Nb)
E-Ni 6133 (NiCr16Fe12NbMo)
E-Ni 6620 (NiCr14Mo7Fe)
E-Ni 6059 (NiCr23Mo16)
E-Ni 6082 (NiCr20Mn3Nb)
E-Ni 6182 (NiCr15Fe6Mn)
E-Ni 4060 (NiCu30Mn3Ti)
E-Ni 6276 (NiCr15Mo15Fe6W4)
E-Ni 6617 (NiCr22Co12Mo)
E-Ni 6625 (NiCr22Mo9Nb)
E-Ni 6625 (NiCr22Mo9Nb)
E-Ni 6133 (NiCr16Fe12NbMo)
E-Ni 2061 (NiTi3)
E-Ni 6152 (NiCr30Fe9Nb)

Classification

WELDING

p29
p29
p29
p29
p29
p30
p30
p30
p30
p30
p30

p 31
p 31
p31
p 31
p32
p32
p32
p32
p 32
p33
p33
p33
p33
p33
p33

B SELECTARC Al105
B SELECTARC Al112

Aluminium 5 % Si
Aluminium 12 % Si

AWS A5.3
E4043
~E4047

COPPER ALLOYS

Characteristic

AWS A5.6

DIN 1732
EL-AISi5
EL-AISi12

Classification

IS0 17777

p34
p34

B SELECTARC Cul10
® SELECTARC Cul14
B SELECTARC Cul15
B SELECTARC Cul16
B SELECTARC Cul18
B SELECTARC CuNi30

Pure copper

Copper tin

Copper tin for DC

Basic coated Cu-Al bronze

Complex aluminium bronze

Cupronickel

~ECu
ECuSn-A
ECuSn-C
~ECuAI-A2
ECuMnNiAl
ECuNi

E Cu 1893 (CuMn2)

E Cu 5180A (CuSn6P)

E Cu 5180B (CuSn7)

E Cu 6100A (CuAl9)

E Cu 6338 (CuMn13AI7Fe3Ni2)
E Cu 7158 (CuNi30Mn2FeTi)

p 36
p 36
p36
p 36
p36
p 36

All technical data sheets and MSDS are available on: www.fsh-welding.com/en

View our full range on www.fsh-welding.com!
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CLASSIFICATION & STANDARDS

CLASSIFICATION & STANDARDS

B SELECTARC G330

B SELECTARC HB25

B SELECTARC HB300B
B SELECTARC HB40

B SELECTARC HB60

B SELECTARC HB40HT
B SELECTARC HB48HT
B SELECTARC HB56HT
B SELECTARC HB450HT
SELECTARC HB60OHT
SELECTARC HB50Co
SELECTARC HBMar50
SELECTARC HBC62
SELECTARC HB61B
SELECTARC HB61R
SELECTARC HMn

B SELECTARC HBMnCr
B SELECTARC HB14Mn
B SELECTARC HB Cavit
B SELECTARC HB63

B SELECTARC HBA

B SELECTARC HB64S

B SELECTARC HB65

B SELECTARC HB66

B SELECTARC HB68

B SELECTARC HB68Nb
B SELECTARC HBC 63
B SELECTARC Col

B SELECTARC Co6

B SELECTARC Co12

B SELECTARC Co21S

B SELECTARC Co25

B SELECTARC B92

B SELECTARC B92Co

B SELECTARC HB95CoB
B SELECTARC HRT60

B SELECTARC HRT63

B SELECTARC HRT68

m SELECTARC DCS
B SELECTARC CUT 100
B SELECTARC Goug

RANGE ON
www FSH-WELDING.COM

VIEW OUR g ] [ A"teChn'ca'dafa sheets

Universal maintenance

Machinable / 250 HB (Build-up)

Semi-hard machinable / 300 HB (Build-up)
Surfacing / 400 HB (Build-up)

Rutile hardfacing / 600 HB

Hot working steel tools / 40 HRC

Hot working steel tools / 48 HRC

Hot-working / 56 HRC

For metal wear / 45 HRC

For metal wear / 60 HRC

Hardfacing electrode for high temperatures
Age-hardenable

For cutting tools / 62 HRC

Impact, compression and abrasion - basic / 58 HRC
Impact, compression and abrasion - rutile / 60 HRC
High impact

For cavitation, abrasion and impact

High impact

Highly resistant to cavitation

Mineral abrasion / 63 HRC

Mineral abrasion, without slag / 62 HRC
Special sugar mills / arcing

Severe mineral abrasion / 64 HRC

Mineral abrasion, high temperature / 65 HRC
Hardfacing against high abrasion

Hardfacing against high abrasion

Hardfacing for cutting tools

"Grade 1" type cobalt base / high abrasion
"Grade 6" type cobalt base / metal abrasion
"Grade 12" type cobalt base / hot cutting
"Grade 21" type cobalt base / motor valves
"Grade 25" type cobalt base / hot working

Ni base / hot working

Ni base / hot working

Hardfacing for hot forging dies

Tubular electrode (mineral abrasion) / 60 HRC
Tubular electrode (abrasion + impact) / 63 HRC
Tubular electrode (extreme abrasion) / 68 HRC

OTHERS

Bevelling / Gouging
Cutting electrode

Bevelling / Gouging

SDS are available op:

WWW fS -we d

Ing.com/en

MAINTENANCE & REPAIR, HARDFACING

Classification

p39
p 40
p40
p 40
p40
p41
p41
p41
p41
p41
p41
p42
p42
p42
p42
p43
p43
p43
p43
p43
p44
p 44
p44
p44
p44
p 45
p45
p45
p 46
p 46
p 46
p 46
p 46
p47
p 47
p47
p47
p47

p48
p48
p48

All technical data sheets and MSDS are available on: www.fsh-welding.com/en
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WELDING

COVERED ELECTRODE FOR MANUAL METAL ARC WELDING
OF NON-ALLOY AND FINE GRAIN STEELS

ISO 2560-A

E 46 | 4 MnMo B

B COVERED ELECTRODE FOR MANUAL ARC WELDING

H MECHANICAL PROPERTIES

Symbol |Minimal yield strength (MPa) | Tensile strength (MPa) Minimal elongation ( %)

35 355 440t0 570 22
38 380 470 to 600 20
42 420 500 to 640 20
46 460 530 to 680 20
50 500 560 to 720 18

H TEMPERATURE FOR A MINIMAL AVERAGE

Temperature for a minimal average Temperature for a minimal average
Sl values of 47J in impact test (°C) Symbol values of 47J in impact test (°C)
-30

z No specification 3

A +20 4 -40
0 0 5 -50
2 -20 6 -60

O CHEMICAL COMPOSITION SYMBOL

Alloy Chemical composition ( % of weight)

| symbol | Mol Mo | N
No symbol 2,0 - -
Mo 14 0,3t00,6 ®
MnMo 141020 0,3t00,6 =
TNi 14 - 061t01,2
Mn1Ni 1,4t02,0 - 06to1,2
2Ni 14 - 1,8t02,6
Mn2Ni 141020 ° 1,2t02,6
3Ni 1,4 - 261038
1NiMo 14 0,3t00,6 061t01,2
YA All other chemical composition

o

H TYPE OF COATING

Symbol| Type of coating J Symbol [ Type of coating
A RC

Acid Rutilo cellulosic
© Cellulosic RA Rutilo acid
R Rutile RB Rutilo basic
RR | Rutile thick coated B Basic

B METAL RECOVERY AND POLARITY

Metal recovery B
Symbol ) AC (Alternative Current)
K DC (Direct Current)

1 <105 AC&DC
2 <105 DC
3 >105<125 AC&DC
4 >105<125 DC
5 >125<160 AC&DC
6 >125<160 DC
7 >160 AC&DC
8 >160 DC

WELDING POSITIONS

Symbol |Welding positions according to 1ISO 6947:2011

1 PA, PB, PC, PD, PE, PF, PG
2 PA, PB, PC, PD, PE, PF
3 PA, PB

4 PA

5 PA, PB, PG

B HYDROGEN DIFFUSIBLE MAXIMUM

Svmbol Hydrogen diffusible maximum
y ml/100 g of weld metal (°C)

H5 5
H10 10
H15 15

All technical data sheets and MSDS are available on: www.fsh-welding.com/en

View our full range on www.fsh-welding.com!
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CLASSIFICATION & STANDARDS

COVERED ELECTRODE FOR MANUAL METAL ARC WELDING
OF HIGH STRENGTH STEELS

ISO 18275-A

62 | 7

Mn1Ni

H5

B COVERED ELECTRODE FOR MANUAL ARC WELDING

H MECHANICAL PROPERTIES

Symbol |Minimal yield strength (MPa)
55 550

620
690
790
890

610 to 780
690 to 890
760 to 960

880 to 1080
980to 1180

H TEMPERATURE FOR A MINIMAL AVERAGE

z

A
0
2
3

No specification
+20

5
6
7
8

A CHEMICAL COMPOSITION SYMBOL

Chemical composition (% of weight)
| symbol | M0 | N | |
MnMo 1,4t02,0 - -
Mn1Ni 1,4t02,0 06to1,2 -
1NiMo 14 06to01,2 =
1,5NiMo 14 1.2t01,8 =
2NiMo 14 1,8t02,6 =
Mn1NiMo 14t020 06to01,2 =
Mn2NiMo 1,41t02,0 1,8t02,6 -
Mn2NiCrMo 1,4t020 1,8t02,6 0,3t00,6
Mn2Ni1CrMo 14t020 1,8t02,6 0,6101,0
YA All other chemical composition

Tensile strength (MPa) [Minimal elongation ( %)
18

Temperature for a minimal average Temperature for a minimal average
el values of 47J in impact test (°C) S values of 47J in impact test (°C)
4

0,3t00,6
0,3t00,6
0,3t00,6
0,3t00,6
0,3t00,6
0,3t00,6
0,3t00,6
0,3t00,6

B TYPE OF COATING

Symbol Type of coating

B

@ METAL RECOVERY AND POLARITY

Symbol Metal (r;():overy

0 N o kW N =

<105
<105
>105<125
>105<125
>125 <160
>125<160
>160
>160

AC (Alternative Current)
DC (Direct Current)

WELDING POSITIONS

Symbol |Welding positions according to 1ISO 6947:2011

1

a s w N

B HYDROGEN DIFFUSIBLE MAXIMUM

Symbol

H5
H10
H15

Basic

Current type

AC&DC
DC
AC & DC
DC
AC&DC
DC
AC&DC
DC

PA, PB, PC, PD, PE, PF, PG
PA, PB, PC, PD, PE, PF
PA, PB

PA

PA, PB, PG

Hydrogen diffusible maximum
ml/100 g of weld metal (°C)

5
10
15

All technical data sheets and MSDS are available on: www.fsh-welding.com/en
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WELDING

COVERED ELECTRODE FOR MANUAL METAL ARC WELDING
OF CREEP RESISTING STEELS

ISO 3580-A

Mn1Ni

H COVERED ELECTRODE FOR MANUAL ARC WELDING

B CHEMICAL COMPOSITION SYMBOL

Alloy

Chemical composition (% of weight)

symbol | Mn | N | _C

MnMo 1,4t02,0 -
Mn1Ni 141020 06t01,2
1NiMo 14 06t01,2
1,5NiMo 14 12t01,8
2NiMo 14 1,8t02,6
Mn1NiMo 1,4t02,0 06to1,2
Mn2NiMo 141020 1,8t02,6 -
Mn2NiCrMo 1,41t020 1,8t02,6 0,3t0 0,6
Mn2Ni1CrMo 141020 1,8t02,6 06t01,0
VA All other chemical composition

H TYPE OF COATING

Type of coating
B Basic
R Rutile

0,3t00,6

0,3t00,6
0,3t00,6
0,3t00,6
0,3t00,6
0,3t00,6
0,3t00,6
0,3t00,6

B METAL RECOVERY AND POLARITY

Current type
Symbol Metal (r;c):overy AC (Alternative Current)
i DC (Direct Current)

1 <105 AC & DC
2 <105 DC
3 >105<125 AC&DC
4 >105<125 DC

B WELDING POSITIONS

Symbol |Welding positions according to ISO 6947:2011

1 PA, PB, PC, PD, PE, PF, PG
2 PA, PB, PC, PD, PE, PF
3 PA, PB

4 PA

B HYDROGEN DIFFUSIBLE MAXIMUM

Symbol

Hydrogen diffusible maximum
ml/100 g of weld metal (°C)

H5 5
H10 10
H15 15

All technical data sheets and MSDS are available on: www.fsh-welding.com/en

View our full range on www.fsh-welding.com!
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CLASSIFICATION & STANDARDS

CLASSIFICATION & STANDARDS

COVERED ELECTRODE FOR MANUAL METAL ARC WELDING
OF STAINLESS STEELS AND HEAT RESISTING STEELS

ISO 3581-A

1991L B

H COVERED ELECTRODE FOR MANUAL ARC WELDING

B CHEMICAL SYMBOL

Symbol Symbol Symbol

13 199

134 199L

17 199 Nb
19122
19123L
19123 Nb
19134NL

2293NL
2572NL

2593CuNL

2594NL

Symbol Symbol Symbol

18153L 18 8 Mn

18165NL 18 9 Mn Mo
20255CuNL 20103
20163MnNL 2312L
20163MnNL 2312Nb

25222NL 23122L
27314Cul 299

B TYPE OF COATING

Type of coating
B Basic
R Rutile

1682
199H
254
2212
2520
2520H
18 36

B METAL RECOVERY AND POLARITY

Symbol

0 ~N o oA W N =

Metal recovery

(%)
<105
<105

>105<125
>105<125
>125<160
>125 <160
>160
> 160

Current type

AC &DC
DC
AC &DC
DC
AC & DC
DC
AC&DC
DC

H WELDING POSITIONS

g s W N =

Welding positions

according to 1SO 6947:2011
PA, PB, PD, PF, PG
PA, PB, PD, PF
PA, PB
PA
PA, PB, PG

All technical data sheets and MSDS are available on: www.fsh-welding.com/en

AC (Alternative Current)
DC (Direct Current)
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UN-ALLOYED STEELS

RUTILE, BASIC STEELS

[} SELECTARC 48SP

Weld metal

Classification composition (%)

AWS A5.1 C <0.10
E6013 Mn 0.6
1S0 2560-A Si 0.4
E420RC11 S <0.025
P <0.025

Characteristics and applications

= Special rutile cellulosic mild steel electrode to weld in all positions, including  R_(MPa)
vertical down. Good operability, easy striking, strong arc with low spatters, g (\pa)
good penetration and easy slag removal- suitable for current supplies with Z )
low open arc voltage. Less sensitive when used on poor prepared parts (oil, 5

grease, oxides). KV(J)
= Applied in metal constructions, for piping systems, tanks, locksmithing, craft
works.

[ SELECTARC 51
PP Weld metal Mechanical
Classification composition (%) Characteristics and applications

AWS A5.1 C <0.10
E6013 Mn 0.45
1S0 2560-A Si 0.4
E420RC11 S <0.025
P <0.025

B SELECTARC 52HP

= Universal rutile all position mild steel electrode. Good operability and easy slag R (MPa)

removal. Suitable for current supplies with low open arc voltage. R, (MPa)

= Applied in metal constructions, for piping systems. o
AL(%)

KV (J)

Mechanical

properties

ALL POSITIONS

520 2.0x 300
450 2.5x350

26 3.2x350
+20°C—>90 3.2x450
0°C—>80 4.0x350
-10°C >50 4.0x450

510-580 1.6x300
>420  2.0x300
>22 2.5x350
+20°C—>>65 3.2x350
0°C—>>47 3.2x450
-20°C—~>>28 4.0x350
4.0x450

5.0x 450

gx L (mm)

Parameters

50A
T0A
110A
110A
140A
140A

30A
50A
T0A
110A
110A
140A
140A
170A

UNIVERSAL

UNIVERSAL

e Weld metal Mechanical
Classification composition (%) Characteristics and applications

AWS A5.1 © <0.10  =Universal rutile all position mild steel electrode. Good operability and easy slag  R_(MPa) >530 1.6x300 30A
E6013 Mn 0.45  removal. Suitable for current supplies with low open arc voltage. . (MPa) > 460 20x300 50A
—ISO 2560-A Si 0.4 = In metal constructions, for piping systems, tanks, blacksmithing, craft works. A (%) 292 25%350  70A
i d s : ~40V]
E420RC11 S <0.025 KV(J) [+20°C—>>65 3.2x350 110A
P <0.025 0°C—>>47 3.2x450 110A
-20°C—>>28 4.0x350 140A
40x450 140A
50x450 170A
[H SELECTARC 54 GOOD APPEARANCE
Classification coﬂS?singLal% Characteristics and applications ’\gfgggg:ggl
AWS A5.1 c <0.10 = Heavy coated rutile electrode for general use. Especially recommended R (MPa) | 510-580 2.0x300 55A
E6013 Mn 0.6 for downhand welding, for fillet welds and vertical up position. Soft arc, low g . (MPa) >420 25x350 T0A
= . spatters, self lifting slag, excellent bead appearance.
150 2560-A Si 0.4 = Currently used for welding mechanical constructions, shipbuilding, A;(%) >22 32x350 115A |[.45¥]
E420RR12 S <0.025  |ocksmithing, boiler making... KV() [+20°C—>64 3.2x450 115A
P <0.025 0°C—»>>47 4.0x350 150A
-20°C—>>28 4.0x450 150A
5.0x450 180A

All technical data sheets and MSDS are available on: www.fsh-welding.com/en



. UN-ALLOYED STEELS

[ SELECTARC 55 HEAVY COATED

PP Weld metal - - Mechanical
Classification composition (%) Characteristics and applications properties oxL(mm)| Parameters
AWS A5.1 C <0.10  =Thick coated rutile electrode destined for flat or for fillet welding when anice R (MPa)| 510-580 2.0x300 70A El
E6013 Mn 06 aspect of the weld bead is searched. Concave bead in angle, very soft fusion (MPa) >420 25x350 90A
= . and self releasing slag, supports high current. ¢
1S0 2560-A Si 0.45 B e [y A, (%) >22 3.2x350 135A
E420RR12 S <0.025 KV(J) [+20°C—>>64 32x450 135A
P <0.025 0°C—>>47 4.0x450 180A

-20°C—>>28 5.0x450 250A

[} SELECTARC D6 VERTICAL DOWN

e Weld metal - - Mechanical
Classification composition (%) Characteristics and applications properties ¢xL(mm)| Parameters
AWS A5.1 © <0.10 = Universal rutile cellulosic electrode especially elaborated for welding in R (MPa) | 510-580 2.0x300 60A El

E6013 Mn 0.6 vertical down position. Good penetration, regular weld beads and a little bit g (MPa) > 420 25%x350 80A
convex in flat position, self releasing slag in vertical down position. ¢

S0i2a60:8 Si L = Also used as universal electrode for metal constructions. A; (%) it 2L U
E420RC11 S <0.025 KV(J) [+20°C—>>70 4.0x350 170A
P <0.025 0°C—>>50

-20°C—>>30

HIGH EFFICIENCY (JET TYPE)

Comggjsmgt‘az%) “ﬁfﬁ,‘:ﬂ}gi' gxL(mm)[ Parameters
AWS A5.1 © <0.10 = High efficiency rutile electrode (160 %) with a high deposition rate. Applied R_(MPa) | 500-580 3.2x450 150A El
| 0p bbbt RO | 3 o 20
IS0 2560-A i 045 | demyusediorbirwedne® i A, (%) 522 50x450 260A
E380RR53 S | <0.025 KV(J) |+20°C—>64
P <0.025 0°C—->>47

CELLULOSIC COATING

P Weld metal A Ao Mechanical
Classification composition (%) Characteristics and applications properties ¢xL(mm)| Parameters
AWS A5.1 © 0.12 = Selectarc C6010 is a cellulose covered electrode developed for field welding  R_(MPa) >500 25x350 70A El
E6010 Mn 0.45 of pipelines in the vertical-down position. Excellent weldability in root-, hot-, g (MPa) 420 32x350 110A
! L L

filler- and cap-pass welding. Easy slag removal.

150 2560-A Si 02 = Particularly suitable for root pass welding ( DC # ), also in the vertical-up A; (%) % 40x350 150A
E422C25 S <0.025  position. Hand-warm preheating: 80-100°C. Interpass: 180°C. KV(@) |-20°C~>70
P <0.025

FOR WELDING BEFORE GALVANIZATION

Mechanical

. . Weld metal
Classification composition (%)

Characteristics and applications gxL(mm)| Parameters

properties
AWS A5.1 C 0.06 = Heavy coated rutile electrode to weld construction steels which will be R_(MPa) 460 20x300 T70A El
E6013 Mn 0.2 galvanised after welding. Good weldability in all positions, also possible to g (MPa) 400 25x350 90A
= . weld short beads in vertical down position. ¢
150 2560-A Si 0.3 = Easy slag removal, regular rippled weld beads. A;(%) 25 32x350 130A
E350RR31 S <0.025 KV(J) [+20°C—>100 4.0x450 180A
P <0.025 0°C—>>47

FOR ROOT PASS WELDING
comsltflsmg:\az% ) Mechanical

Characteristics and applications ¢xL(mm)| Parameters

properties

AWS A5.1 = Special rutile-basic coated electrode. Especially designed for root welding. R (MPa)| 470-600 2.5x350 70-90A El
E6013 Mn 06 Good operability, good penetration and easy slag removal. Supports high g (MPa) >430 3.2%x350 100-140 A
| . current. e
150 2560-A Si 0.3 = Applied in metal constructions, for piping systems, tanks. A; (%) s LSS |l -fedi
E382RB12 S <0.025 KV(J) |+20°C—>95 5.0x450 200-260 A
P <0.025 -20°C—60

o

All technical data sheets and MSDS are available on: www.fsh-welding.com/en

View our full range on www.fsh-welding.com!
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UN-ALLOYED STEELS _

BASIC UN-ALLOYED STEELS

B SELECTARC B56S UNIVERSAL BASIC

P Weld metal ot P Mechanical
Classification composition (%) Characteristics and applications properties ¢xL(mm)| Parameters

AWS A5.1 © = Universal basic coated electrode (115 % recovery) for welding highly stressed R (MPa) 580 2.5x350 65-100A El
E7018-1 Mn 1.20 connections with high security. Good low temperature properties down to g (MPa) 500 3.2x350 95-140 A
EEee— . -50°C. Resistant to cold cracking. Slag easy to remove. ¢
150 2560-A Si 0.40 = For frames, cases, supports, shipbuilding, pressure vessels. A, (%) 28 3.2x450 95-140A
E424B34H5 S <0.020 KV(J) |-40°C—>160 4.0x450 135-180 A
P <0.020 -60°C—>100 5.0x450 160-250 A

DOUBLE COATED, SPECIAL FOR REPAIRING
Classification comsgjsmg:\az%) Characteristics and applications ’\gfgggsgggl gxL(mm)| Parameters

AWS A5.1 <0.1 = Basic coated electrode with outstanding welding characteristics due to its  R_(MPa) 550 25x350 80A =+
E7016 Mn 0.9 double coating. Stable arc in all positions. Universal use for all construction (MPa) 450 32x350 115A
1S02560-A i | o7  Steelsandrepais. A, (% 27 32x450 115A
! ’ = Recommended for root pass and also for bad edge preparation. 5(%) =X
E383B12H10 S <0.02 KV(J) |+20°C—>150 4.0x450 150A
P <0.02 -20°C—>80 5.0x450 190A
-50°C—~>70

[ SELECTARC B58 UNIVERSAL BASIC 7018
corvr\{slc?smg:]az%) Characteristics and applications ’\gfgggﬂgggl gxL(mm)| Parameters

AWS A5.1 © 0.07 = Universal basic coated, low hydrogen (with iron powder, recovery 118%) R_(MPa) 580 25x350 70-90A El
E7018 Mn 14 electrode for welding highly stressed connections with high security. Good g (MPa) 480 3.2x350 90-120 A
B . low temperature properties down to -40°C and to cold cracking. Stable arc, ~ ©
150:2560-A Si 0.5 uniformed weld beads, and easy slag removal. A (%) 2 AL SN
E423B32H5 S <0.02  «pressure vessels, piping, ship building... KV(J) [-20°C—>180 5.0x450 170-220 A
P <0.02 -40°C~>70

[ SELECTARC B7018S UNIVERSAL 7018-1
Classification corvr\:slc?smg:ma{% ) Characteristics and applications "g?gg:rng

al
S
AWS A5.1 © <0.1 = Universal basic coated electrode (115 % recovery) for welding highly stressed  R_(MPa) 590 25x350 80A
E7018-1 Mn 13 connections with high security. Good low temperature properties down to g (MPa) 500 32x350 115A
-40°C. Resistant to cold cracks. Stable arc, slag easy to remove. ¢

150:2560-A Si 0.5 = For frames, cases, supports, shipbuilding, pressure vessels. A, (%) 4 S2x4:01 PO
E464B32H5 S <0.025 KV(J) |[+20°C—>200 4.0x450 150A
P <0.025 -40°C—>120 5.0x450 190A

-45°C>100

All technical data sheets and MSDS are available on: www.fsh-welding.com/en



BASIC HIGH STRENGTH

[] SELECTARC B70

AWS A5.5
E10018-G

1SO 18275-A

E62515NiMoB42H5

Weld metal

©
Mn
Si
Mo
Ni

Cr

composition (%)

<0.1
1.4
0.5

Characteristics and applications

= Basic coated electrode highly resistant to cracking for welding steels
with high mechanical characteristics (Rm up to 800 MPa).
= Defect free high quality weld. Regular fusion, stable arc, low spatters.

[] SELECTARC B72

Weld metal

Classification

AWS A5.5

E9018-G

1SO 18275-A

E555 1NiMoB 42 H5

composition (%)

1.2
0.5
0.3
0.8
0.1

Characteristics and applications

=Low hydrogen basic coated electrode, particularly recommended for root
passes on fine grain steels resistant to a tensile strength between 550
and 700 MPa.

= Crane mounting rails...

[] SELECTARC B73

Classification

AWS A5.5

E9018-D1
1SO 18275-A

E 554 MnMo B 42 H5

Weld metal

©
Mn
Si
Mo

composition (%)

<0.1
1.5
0.5
0.4

Characteristics and applications

= Low hydrogen basic coated electrode with high yield strength for welding
fine grain steels applied at temperatures between -50 to +500°C. Resistant
to fatigue, corrosion in the presence of phosphorus and sulphur.

AWS A5.5
E8018-G
1SO 2560-A
E502MoB42H5

[C] SELECTARC B75Cu

T Weld metal
Classificatio composition (%)

AWS A5.5

E8018-W2

IS0 2560-A
E462ZB42H5

©

©

0.06
1.4
0.4
0.5
0.2

<0.02
<0.02

<0.1
1.0
0.4
0.5
0.5
0.4
<0.025
<0.025

[[] SELECTARC B74
P Weld metal - P Mechanic
Classificatio composition (%) Characteristics and applications gxL (mm)

= Low hydrogen basic coated electrode with increased yield strength for
welding fine grain steels applied at temperatures between -40 to +500°C.
Thermal treated low alloyed steels with C-Mn. Smooth fusion, easy slag
removal, nice aspect of weld seam.

Characteristics and applications

= Low hydrogen basic coated electrode with a steel deposit containing Cu-
Ni- Cr, for welding all steels resistant to atmospheric corrosion.

= Public buildings, department of civil engineering, navy, tanks, water
tower, bridges, crash barrier, electrical pylons.

R, (MPa)
R, (MPa)
A, (%)
KV(@)

Mechanical

properties

R, (MPa)

R, (MPa)
A, (%)
KV (J)

Mechanical

properties

R, (MPa)

R, (MPa)
A, (%)
KV(J)

R, (MPa)
R, (MPa)
A, (%)
KV()

R_ (MPa)
R, (MPa)
A, (%)
KV(J)

gxL (mm)

720-820 2.5x350
>620 3.2x350
>22 4.0x 450
+20°C—>>130 5.0 x 450
-20°C—~>>90
-50°C—>50

HIGH STRENGTH

gxL (mm)

>620 2.5x350
>550 3.2x350
>20 4.0x450

+20°C—>>150 5.0 x 450

-50°C—~>50

-60°C—~>>28

HIGH STRENGTH

gxL (mm)

630-710 2.5x350 80A : :
550-600 3.2x350 115A
>18 4.0x450 150A
+20°C—>>150 5.0x450 190A
-40°C - >50
-50°C—>>30
HIGH STRENGTH
al
s ers
650 25x350 80A : :
570 3.2x350 115A %)
25 40x450 150A I
+20°C—>160 5.0x450 190A Ll
-20°C—>70 LLl
|_
P
()
FOR WELDING WEATHER RESISTANCE STEEL LL
4 e ¢xL(mm)| Parameters 2
properties O
>550 25x350 80A :|I
>460 32x350 115A <
>19 40x450 150A
-20°C—>>60 5.0x450 190A ;
@)
—1

HIGH STRENGTH

Mechanical
properties

View our full range on www.fsh-welding.com!

Parameters

80A
115A
150 A
190A

Parameters

80A
115A
150 A
190A

Parameters

All technical data sheets and MSDS are available on: www.fsh-welding.com/en
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LOW ALLOYED STEELS _

HIGH STRENGTH STEEL

oo ety
AWS A5.5 © <0.1 = Basic electrode with a deposit which is very resistant to crackingand has  R_(MPa) >760 25x350 80A El
ET1018-M Mn 15 a high tensile strength. For welding similar fine grain steels, with a yield R, (MPa) >690 32%x350 115A

150 18275-A Si 0.4 -S :;::yg g:)g:l F::disgsr[::rh?: .quality., lifting machines. A;(%) >20 40x450 150A

E694Mn2NiCtMoB42H5  Ni 2.1 KV(J) [+20°C—>>120 5.0x450 T190A

Cr 0.4 -40°C—>>60
Mo 0.5 -50°C—>>27
S <0.025
P <0.025

[0 SELECTARC B79EH NEW HIGH STRENGTH STEEL
AWS A5.5 C 0.08 = Basic electrode with a deposit which is very resistant to crackingand  R_(MPa) 1000 25x350 90A El
E12018-G Mn 18 has_ a high tensile strength. For welding similar fine grain steels, with R, (MPa) 900 32%x350 120A

150118275-A Si 0.4 f \)//(I;Iydgs;g:inggiz;::i;s:sgu’::z;:, lifting machines. A, (%) 16 0x400] BIS0A

E 8947 Mn2NiCrMo B 4 2 H5 Ni 1.8 KV(J) |+20°C—>75 5.0x450 T190A

Cr 0.6 -40°C - 50
Mo 0.7

S <0.015

P <0.020

BASIC CREEP RESISTANT

[ SELECTARC B60 HIGH TEMPERATURE
comi?sir}}(e):\az% ) Characteristics and applications “3?3233:22' ¢xL(mm)| Parameters

AWS A5.5 C <0.1 = Low hydrogen basic coated electrode with Mo for welding creep resisting R _(MPa) >550 2.5x 350
E7018-A1 Mn 0.8 steels used at temperatures up to 500°C. Good resistance to hydrogen g (MPa) >450 3.2x350
B ——— . attack (chemical installations). ¢
il &l e = Used for piping systems, vessels... A (%) e AR
EMoB42H5 Mo 0.5 KV(J) [+20°C—>100 5.0x 450
S <0.025 After heat treatment
P <0.025 at 620°C/1h.

FOR CREEP RESISTING STEELS

PP Weld metal i - Mechanical
Classification composition (%) Characteristics and applications properties ¢xL (mm)
AWS A5.5 © <0.12 = Low hydrogen basic coated electrode with Cr and Mo for welding creep R _(MPa) >550 25x350 80A El
ES018-B2 Mn 0.8 resisting steels (1% Cr - 0.5 % Mo). Resistant to high temperature up to (MPa) >460 32%x350 115A
T . 500-550°C. ¢ ’
150 3580-A Si 0.4 = For piping systems, vessels, superheaters A (%) >20 40x450 150A
E CrMo1 B 4 2 H5 Cr 1.1 KV(J) [+20°C—>120 5.0x450 190A
Mo 05 After heat treatment
er heat treatmen
S| <0025 at 690°C/Th.
P <0.025

FOR CREEP RESISTING STEELS, X <15ppm
con\q’sgjsir{]igaaé% ) Characteristics and applications '\gfgggm:gl

ers
AWS A5.5 C 0.07 = Low hydrogen basic coated electrode alloyed with Cr and Mo for R_(MPa) >600 25x350 80A
E8018-B2 Mn 0.8 welding creep resisting steels with 1% Cr - 0.5% Mo and Bruscato/X- g (MPa) >480 32x350 115A
T . factor < 15ppm. Resistant to high temperature up to 500-550°C. For ¢
150 3580-A Si 0.2 piping systems, boilers, overheaters. Soft fusion, good slag removal. A;(%) >20 40x450 150A
E CrMo1 B 4 2 H5 Cr 1.1 Nice aspect of the weld bead. KV(J) +20°C>>150 5.0x450 190A
Mo 0.5 = Petrochemistry, chemical industry.
Ni 0.02 Afterh
ter heat treatment

Cu | 005 at 690°C/1h.

S <0.010

P <0.012

All technical data sheets and MSDS are available on: www.fsh-welding.com/en



LOW ALLOYED STEELS
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[ SELECTARC B68 FOR CREEP RESISTING STEELS v
Classification Weld metal Characteristics and applications Mechanical ¢xL(mm)| Parameters §
composition (%) properties S

AWS A5.5 c 0.07 = Low hydrogen basic coated electrode with Cr and Mo for welding creep  R_(MPa) >620 25x350 80A =
E9018-B3 Mn 0.8 resisting steels used in service up to 600°C (2 %Cr -1 %Mo). High p (MPa) >530 32x350 115A s
o . resistance to H2S... ° S
1S0 3580-A Si 0.4 = For superheaters, valve bodies, pipes, boilers, hydrocrackers. A5 (%) >18 4.0x450 150A %

E CrMo2 B 4 2 H5 Cr 2.25 KV(J) +20°C—>>100 5.0x450 190A =
Mo 1.0 Afterh 2

er heat treatment: 5

I 002D 690°C/1h. 5

P | <0.025 3

s

[] SELECTARC B69 FOR CREEP RESISTING STEELS
Weld metaI Mechanical

AWS A5.5 <0 'I = Low hydrogen basic coated electrode with Cr and Mo for welding steelsof R_(MPa) >590 25x350 80A
E8018-B6 Mn 0.8 similar chemical composition. Deposit resisting up to 600°C. R,(MPa) 5420 32x350 115A
1SO 3580-A si 0.4 = Highly resistant to hot gas and superheated steam. A (%) 20 40x450 150 A
! . g

E CrMo5 B 4 2 H5 Cr 5.0 KV(J) [+20°C—>>70 5.0x450 190A

Mo 05 After heat treatment

er heat treatmen
S| <0025 at 740°C/1h.
P <0.025

[] SELECTARC B609 FOR CREEP RESISTING STEELS
com;?smg:\al% (%) Characteristics and applications "gfgggﬁ:ggl

AWS A5.5 <0.1 = Low hydrogen basic coated electrode with Cr and Mo for welding steels R_(MPa) >650 25x350 80A
E8016-B8 Mn 0.8 of similar chemical composition used at service temperatures up to 600°C. R ., (MPa) >500 32x350 115A
W si 0.4 Egtp;:ist ;(:]sdis:\i,r;?r::;te;n;[::;t:‘re and creep up to 600°C. Highly resistant to A, (%) 519 40x450 150A
ECrMo9 B 4 2HS5 Cr ?g = For power plants, heat exchangers, tubes, steam boilers... Kv(J) |+20°C~>>60
Mo d
After heat treatment
S| <0025 at 740°C/1h.
P <0.025

BASIC COATED FOR CREEP RESISTING STEELS
com;e)gjsmgaal% (%) Characteristics and applications "g?ggg&:ggl

AWS A5.5 0.1 * Low hydrogen basic coated electrode with an alloyed core wire for R_(MPa) 750 25x300 80A
E9015-B91 Mn 0.7 welding creep resistar!t steels of similar chemical compositi.on (k_no_wn R, (MPa) 630 32x350 115A
W Si 0.25 as P91) used at service temperaturﬂes up to 650_°C. Deposit resisting A, (%) 18 40%450 150A
ECiMo91B42H5  Cr 9.0 L‘\’,etﬁzgf;j‘:tr:a;"d creep up to 650°C. Highly resistant to hot gas and \y/ | oec 60 50x450 180A
Ni 0.7
Mo 1.0
Cu 0.04
v 0.2 After heat treatment
Nb 0.05 at 760°C/2h.
N 0.05
S 0.008
P 0.01 ﬂ
L
FOR CREEP RESISTING STEELS -
oot el Joxom 2
AWS A5.5 C 0.09 * Low hydrogen basic coated electrode for welding creep resistant R_(MPa) 720 25x300 90A D
E9018-B91 Mn 0.6 steels of similar chemical composition_ (!(nowr_1 as P91) used at service R.(MPa) 600 32x350 120A Ll
1S0 3580-A si 0.25 temperatures uL) t? (_520"0. T_he deposit is resisting to temperature and A, (%) 19 40%450 150A >—
ECrMo91 B 42 H5 o 9.0 creep up to 620°C ; highly resistant to hot gas and overheated steam. KV(J) |+20C~80 50x450 180A O
Ni 0.6 —
Mo 0.9 =
Cu 0.05 <E
v 0.2 After heat treatment ;
Nb 0.04 at 760°C/2h. O
N 0.03 1
P 0.01
S 0.008

All technical data sheets and MSDS are available on: www.fsh-welding.com/en




LOW ALLOYED STEELS _

'
)
S
=) .
£ [] SELECTARC B691NM FOR CREEP RESISTING STEELS, Ni+Mn <1%
T P Weld metal g - Mechanical
E Classification composition (%) Characteristics and applications o xL (mm)
\-"-‘:' AWS A5.5 C 0.09 = Low hydrogen basic coated electrode for welding creep resistant R_(MPa) 730 25x300 80A
§ E9015-B91 Mn 0.45 steels of similar chemical composition (known as P91) used at service RPM(MPa) 620 32x350 115A
E 1SO 3580-A Si 0.25 temperatures up to 650°C. Especially designed for welding castings A (%) 18 40%x450 150A
= b a a a ® on o o o 5 o
S E CrMo91 B 4 2 H5 cr 89 which require M°n+N|<1 .p/o. The _deposn is resisting to temperature and KV(J) |+20°C >60 50x450 180A
[ X creep up to 650°C and highly resistant to hot gas and overheated steam.
= Ni 0.45 .
'3 = For power plants, heat exchangers, tubes, steam boilers,...
s Mo 1.0
3 Cu 0.04
5 v 0.2 After heat treatment
S Nb | 0.05 at 760°C/2h.
)
S N 0.04
S 0.008
P 0.01
Mn+Ni <1.0

BASIC LOW TEMPERATURE
FOR COLD TOUGH STEELS < - 60°C

AWS A5.5 C <0.12 = Low hydrogen basic coated electrode alloyed with nickel for welding R_(MPa) >550 25x350 80A =+
ES018-C3 Mn 1.1 steels with high strength and high toughness, resistant to low temperature R, (MPa) 470 32x350 115A
IS0 2560-A Si 05  downto-60°C. A, (%) >24  40x450 150A
E4651NiB42H5 Ni 1.0 KV(J) [-40°C—>>70 5.0x450 190A
S <0.025 -50°C—>>47
P <0.025

[] SELECTARC B82 FOR COLD TOUGH STEELS AT - 60°C
con‘ﬁ’ggjsi'{}g;a{% ) Characteristics and applications '\gfgg:ﬂ:ggl oxL(mm)| Parameters

AWS A5.5 C <0.12  =Low hydrogen basic coated electrode alloyed with nickel for weldingcold  R_(MPa) >550 25x350 80A El
E8018-C1 Mn 1.0 tough fine grain steels applied at low temperature -60°C. _ R.(MPa) >460 32x350 115A
ISO 2560-A si 0.4 ;anlers tl:;l_md gas distribution pipes, tanks, off shore, and petrochemical A, (%) 520 40%450 150A
E 46 6 2Ni B 4 2 H5 Ni 25 KV(J) |-40°C—>>70 50x450 T190A
S <0.025 -60°C—>>47
P <0.025 -13°C—>>27

[] SELECTARC B84 FOR COLD TOUGH STEELS < - 80°C

P Weld metal I —— Mechanical
Classification composition (%) Characteristics and applications oxL(mm)| Parameters

AWS A5.5 C <0.1 = Low hydrogen basic coated electrode alloyed with nickel (above 3 %) for R_(MPa) >550 25x350 80A El
E8018-C2 Mn 0.9 welding fine grain steels used at low temperature (-60 to -80°C). R_(MPa) >460 32x350 115A
T 1S02560-A S 03 = Cryogenic and petrochemical industries. Storage and distribution of eA %) 520 40x450 150A
’ liquid ducts volatile. N ’
E4663NiB42H5  Ni pEggg o' 93¢ o procucts voutie KV(J) |-73C—>>80 50x450 190A
S <0.025 -100°C—>>30
P <0.025
[ SELECTARC B842 FOR COLD TOUGH STEELS = - 60°C
P Weld metal - P Mechanical
Classification composition (%) Characteristics and applications properties ¢xL(mm)| Parameters
AWS A5.5 C 0.06 = Low hydrogen basic coated electrode alloyed with nickel for welding R (MPa) | 550-680 2.5x350  80A El
E7018-G Mn 1.2 steels with high tensile strength, with high toughness, resistant to R (MPa) >470 32x350 115A
T 1SO2560-A S 04 low temperature down to -60°C. Used for weld joints exposed to low A, (%) 599 40x450 150A

temperature. Regular fusion, good uniformed weld bead.

E426 1NiB42H5 Ni 0.9 KV(J) | -60°C>50 5.0x450 190A
S <0.020
P <0.025

A 1‘1"‘_—‘_._{,"%"!_ * iy
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All technical data sheets and MSDS are available on: www.fsh-welding.com/en




HIGH ALLOYED STEELS

STAINLESS STEEL WELDING

STEEL  308L  308H  308LF 347 321 316L 318 309L 309LMo 310 310H 410 410NiMo UB6  U45N UB52N+

Material n* 1.4306 1.4948 = 14450 14541 1.4404 14580 1.4XXX 1XX  1.4841 1.44848 1.4006 14407 1.4539 1.4462 1.4507

18/8 18/8C 18/8LF 18/8NB 18/8TI 18/8/3 18/8/3NB 24/12 24/12Mo 25/20 25/20C 13CR  13/4 385 2209 25/9/ANLB

HEAT RESISTANT
STEELS

AUSTENITIC MARTENSITIC DUPLEX STEELS

2509MoB 2509MoB

Inox 2209

2509MoB|2509MoB | 2509MoB | 2509MoB | 2509MoB | 2509MoB | 2509MoB | 2509MoB [2509MoB| 2509MoB |2509MoB|2509MoB

[VR: L1\ Wl Inox 2209|Inox 2209 Inox 2209 | Inox 2209 | Inox 2209 Inox 2209 | Inox 2209 [ Inox 2209 [Inox 2209( Inox 2209 | 25/20B | 25/20B Inox 2209| Inox 385

Inox 385 | Inox 385 | Inox 385 | Inox 385 | Inox 385 [ Inox 385 | Inox 385 [Inox 385 | Inox 385 | Inox 385 [ Inox 385 | Inox 385

24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 25/20B | 25/20B |Inox 13/4

24/12S
Inox 410B
241128

24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 25/20B | 25/20B

25/20B | 25/20B | 25/20B | 25/20B | 25/20B | 25/20B | 25/20B | 25/20B | 25/20B | 25/20B | 25/20B

25/20B | 25/20B | 25/20B | 25/20B | 25/20B | 25/20B | 25/20B | 25/20B | 25/20B | 25/20B [WASPA

24/12Mo
309LMo pZaAvIV 24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S QLAWY
24/12S

24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S | 24/12S |WLIAWN

20/10MBC|
Inox 318

20/10MBC|
Inox 318

20/10MBC|
Inox 318

Inox 318

24/12S 20/10MBC{20/10MBC]

k2 (TR 24/12Mo 20/10MBC|20/10MBC|20/10MBC|20/10MBC

20/10BC
Inox 347

20/10BC
Inox 347

20/10BC
Inox 347

24/128 Inox 347

Inox 347
20/10BC

Inox 347
20/10BC

Inox 347
20/10BC

24/12S

20/10BC [E{oriig

RGN 24/12S | 20/10BC

24/128
Nig2

308L 20/10BC

All technical data sheets and MSDS are available on: www.fsh-welding.com/en
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HIGH ALLOYED STEELS _

[} SELECTARC 20/10BC STANDARD 308L RUTILE COATED

PP Weld metal ot - Mechanical
Classification composition (%) Characteristics and applications properties gxL(mm)| Parameters
AWS A5.4 © <0.03  =Low carbon Rutile-basic-coated austenitic stainless steel electrode. Coating R _(MPa) >540 20x300 45A =+

E308L-16 Mn 0.7  withverylow moisture pick up. - ) R,,(MPa)| >360  25x350 70A
= Applied for all 18/8 type stainless steels at service temperatures from "

View our full range on www.fsh-welding.com!

150 3581-A Si 0.8 -120°C up to +350°C : tubes, tanks, heat exchangers, piping systems. A;(%) i e
E199LR32 Ni 9.5 KV(J) [+20°C—>>70 4.0x350 135A
Cr 19.0 50x450 180A
[ SELECTARC INOX 308B 308L BASIC COATED

AWS A5.4 © <0.04 = Low carbon stainless steel electrode, basic type coating. Excellent in R _(MPa) >560 25x300 T70A =+
E308L-15 Mn 16 all porstii::n and especially on bad prepared joints. Very good mechanical Ry, (MPa) >380 32x350 90A
YA & L E’ ﬁ::d on .1 8/8 stainless steels for service temperatures from -196°C up to A, (%) S el | Ltk
E199LB42 Ni 9.5 +350°C. KV(J) [+20°C—>>90
Cr 19.0 -196°C—>>30

HIGH EFFICIENCY (JET TYPE)

AWS A5.4 C <0.04 = Synthetic electrode with high recovery (160 %). Rutile-basic coated witha R_(MPa) >550 1.6x250 50A El
E308L-26 Mn 0.7 dep:)tzirt ?:elgv:/;lgg - 9 % Ni stainless steel type. Easy striking, stable arc, clean Rpu,z (MPa) >360 20x350 60A

150.3581-A Si 0.9 -S g’i use on similar .(304 type) stainless steels. For tubes, tanks, stainless steel A (%) S epHU | S
E199LR73 Ni 9.5 constructions. KV() [+20°C—>>60 3.2x350 120A
Cr 19.0 40x450 150A

HIGH CARBON /BASC

P Weld metal - - Mechanical
Classification composition (%) Characteristics and applications properties gxL(mm)| Parameters
AWS A5.4 © 0.05 = Austenitic stainless steel electrode, basic type coating with approx. 5% R_(MPa) >560 25x300 T0A El
E308H-15 Mn 1.8 ferrite and higher carbon content. Excellent mechanical properties. Used on g (MPa) >380 32x350 90A
e — : . . p0,2 .
1S0 3581-A Si 04 1%% asctalnless steels (304H type) for elevated service temperatures up to A, (%) 535 40%350 120A
E199HB42 Ni 9.5 = For petrochemical industry: tubes, heat exchangers, piping systems. KV(J)) |+20°C—>>80
Cr 19.5

NOBIUM - STABILISED

e Weld metal - _— Mechanical
Classification composition (%) Characteristics and applications properties gxL(mm)| Parameters
AWS A5.4 © <0.03 = Rutile-basic coated electrode 18% Cr - 8% Ni type stainless steel, with R_(MPa) >550 2.0x300 45A El
E347-17 Mn 0.7 Niobium stabilised, suited to weld Ti or Nb stabilised stainless steels. Smooth (MPa) >350 25%x350 T70A
o . fusion without spatters, easy striking and restriking, excellent slag removal. ~ "?
150 3581-A SI. 0.8 The weld deposit resists to intercrystalline corrosion up to 400°C. A, (%) >30 3.2x350 100A
E199NbR32 Ni 9.5 KV(J) |+20°C—>>60 4.0x350 135A
Cr 19.0 50x450 180A
Nb 0.3

STANDARD 316L RUTILE COATED
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AWS A5.4 c <0.03 = Rutile-basic stainless steel electrode that has coating with very low moisture  R_(MPa) >560 1.6x250 30A El
E316L-16 Mn 0.7 pick—_u_p. Smooth _fusion, withc_)ut spatters,_ _excellept slag ) removal, easy an,z (MPa) >400 20x300 45A
sosa 5 | s eswdmelcimenasemo il o' s asimo 1ox
E19123LR32  Ni 120 industry and for shipbuilding to weld pipes, tanks, heat exchangers... KV(J)) |+20°C>60 3.2x350 100A
Cr 18.5 -120°C>40 4.0x350 135A
Mo 2.7 50x450 180A

All technical data sheets and MSDS are available on: www.fsh-welding.com/en




. HIGH ALLOYED STEELS

[H SELECTARC INOX 316L SPRAY AND FINE RIPPLED WELD BEAD
e Weld metal - - Mechanical
composition (%) Characteristics and applications properties ¢xL(mm)| Parameters
AWS A5.4 C <0.03 = Rutile-basic coated electrode with a coating that has very with very low R_(MPa) 580 2.0x300 45A El

i ick-up. h fusi ith If releasi |
E316L-17 Mn 07 moisture pick-up. Smooth fusion, without spatters, self releasing slag, Rpﬂ,z(MPa) 450 25x350 T75A

e | . exceptional bead appearance and restriking. For welding and cladding on
. 1'3(: ;28L1R‘:\i ) fll Ui austenitic Cr-Ni-Mo stainless steels and clad plates. A, (%) 40 SZmEED | TIEA

12.2 = For service temperatures from -120°C up to +400°C in the chemical and KV(J) |+20°C>70 4.0x450 140A
Cr 18.5 petrochemical industries, refineries, food industry and in shipbuilding to weld -120°C- 40
Mo 28 pipes, tanks, heat exchangers, pulp and paper...

B SELECTARC 316VD FOR VERTICAL DOWN

Classification comsgjsmghaz% ) Characteristics and applications '\nggsmggl ¢xL(mm)| Parameters
AWS A5.4 C <0.03  =Low carbon Rutile-basic coated electrode, designed for vertical down R_(MPa) >560 20x300 50A El
_ welding on Cr-Ni-Mo stainless steels and clad steels which are applied at
% I:n g; service temperatures from -120°C up to +350°C. RPOA'Z (I'\:Pa) >43000 ;; X 222 17;)01
J : = Chemical and petrochemical industries, refineries, pulp and paper... 5( ) > -2 X
E19123LR31 Ni 11.5 KV(J) |+20°C—>>60
Cr 18.0
Mo 25

BASIC COATED

e Weld metal - - Mechanical
Classification composition (%) Characteristics and applications properties oxL(mm)| Parameters
AWS A5.4 C <0.04 = Low carbon basic coated stainless steel electrode. For welding and cladding  R_(MPa) >560 25x300 T70A El

E316L-15 Mn 16 on austenitic Cr-Ni-Mo stainless steels and clad plates. Good behaviour in g (MPa) >420 32%x350 90A
oot | . positional welding and especially on bad prepared joints. Applied for service "

S0Sa A S'. e temperatures from -196°C up to +350°C. A (%) A8 LUl A
E19123LB42 N 12.0 = Chemical and petrochemical industries, refineries and in shipbuilding to KV({J) |+20°C~>>80

Cr 18.0  weld pipes, tanks, heat exchangers... -120°C > >50
Mo 27

HIGH EFFICIENCY (JET TYPE)

Mechanical

Characteristics and applications ¢xL(mm)| Parameters

S Weld metal
Classification composition (%)

properties
AWS A5.4 © <0.04 = Synthetic electrode with high recovery (160 %) and a Rutile-basic coating R_(MPa) >560 16x250 50A El
E316L-26 Mn 0.7 giving a 316L deposit with approx. 8 % delta ferrite. Easy striking and g (MPa) >380 20%x350 60A
B . restriking, smooth arc, clean spatter-free welds. b2
150 3581-A S'. 0.9 = Used for high efficiency welds. To weld stainless steels of similar A (%) >30 ZDECHIV) - D
E19123LR73 Ni 11.5 composition, pulp and paper industry, foodstuff industry... KV(J)) |+20°C—>60 3.2x350 120A
Cr 18.0 40x450 150A
Mo 25

FOR INOX HIGH TEMPERATURE
. omsgjsmg:laz% ) Mechanical gxL(mm)| Parameters

Characteristics and applications

properties

AWS A5.4 © 0.05 = Austenitic stainless steel electrode, basic type coating with approx. 5% R_(MPa) >560 25x300 T70A El
E16-8-2-15 Mn 18 ferrite and increased carbon contend. Stable arc, good slag removal, regular g (MPa) >380 32%x350 90A
weld bead. Good behavior in positional welding and on 2

150 3581-A Si L bad prepared joints. Excellent mechanical properties. Used on 18/8 stainless A;(%) >35 D) VA
E1682B42 Ni 9.0 steels (304H type) and 17-12-2 stainless steels (316H type) as well as for KV(J) [+20°C—>60
Cr 16.0 stabilized grades, applied for elevated service temperatures up to +750°C.
Mo 17 = For petrochemical industry: tubes, heat exchangers, piping systems.

[ SELECTARC INOX 316MnNB NON-MAGNETIC STAINLESS STEEL
con\qlsgjsmghaé% ) Characteristics and applications "gfgp:rr;:ggl
) 620

ers
25x300 75A E|

AWS A5.4 c 0.03 » Basic coated and fully austenitic stainless steel electrode containing R (MPa
E316LMn-15 Mn 58 low Carbon, Molybdenum and Nitrogen. The deposit is highly corrosion R (MPa) 450 32x350 95A
_— . . resistant in seawater and to nitric acid. Wet corrosion resistant G0z .
1S0 3581-A Si 0.5 up to 350°C. A, (%) 30 40x350 120A
E20163MnNLB42  Ni 15.8 Stable arc, easy to watch weld pool, medium slag removal, regular KV(J) | +20°C >80
& | s | cEtlExs _ _ -196°C - 45
=Used in Urea Plants and for cryogenic 3.5-5% Ni steels.
Mo 2.7
N 0.15

o

All technical data sheets and MSDS are available on: www.fsh-welding.com/en

View our full range on www.fsh-welding.com!
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View our full range on www.fsh-welding.com!
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HIGH ALLOYED STEELS _

NIOBIUM STABILISED

AWS A5.4 c <0.03  =Rutile-basic coated electrode suited to weld Ti or Nb (Cb) stabilised CrNiMo R _(MPa) >550 20x300 45A El
E318-17 Mn 0.7 austtgl?iil’:ic f:;::ltisr: :;:ie;; nStngzg'::lnfusion without spatters, easy striking and Ry (MPa) >350 25x350 TOA
LR d o :eljsreld f(?; service temperatures fror?wl -120°C up to +350°C in petrochemical A, (%) >30 S| LI
E19123NbR32  Ni 120 industries and for sea water applications. KV(J) |+20°C—>>60 4.0x350 135A
Cr 18.0 50x450 180A
Mo 27
Nb 03

STAINLESS STEEL ELECTRODE WITH 3,5 % Mo

o Weld metal L S Mechanical
Classification composition (%) Characteristics and applications properties gxL(mm)| Parameters

AWS A5.4 C 0.02  =Low carbon Rutile-coated austenitic stainless steel electrode with ~3,5% of  R_(MPa) 600 20x300 45A |[=4+
E317L-17 Mn 0.7 Molybdenum and approx. 8 % ferrite. This electrode has a coating with very sz (MPa) 470 25%x350 T75A
B . low moisture pick up. Smooth fusion, spatter-free, very easy slag removal, .
150 3581-A Si 08 exceptional weld bead appearance, easy striking and restriking. Higher pitting A, (%) = SIS
EZ19134LR32 Ni 13 corrosion resistance than Inox 316L. KV(J) | +20°C>0 4.0x350 140A
Cr 19 = Designed for welding and hardfacing stainless steels like 316L and 317L as
Mo 35 well as stabilised grades.

[ SELECTARC 24/12S RUTILE COATED
. oﬂﬁ?smgﬁa{% ) Characteristics and applications "gfgggﬁ:ggl ¢xL(mm)| Parameters

AWS A5.4 C <0.03 = Rutile-basic electrode for welding dissimilar steels as stainless steels to low R, (MPa) >560 20x300 45A =+
E309L-16 Mn 0.7 alloyed steels. Also suitable for welding high temperature steels and as buffer g (MPa) >400 25%x350 T70A
IS03581-A S 0g layerbefore hardfacing. A %) >35  32x350 100A
’ = Buffer layer on construction steels for 18/8 cladding. 5 :
E2312LR32 Ni 12.5 KV(J) |+20°C—>60 4.0x350 135A
Cr 22.5 5.0x450 180A

[ SELECTARC 309HR HIGH EFFICIENCY (JET TYPE)
cogg)dsir?ighaz% ) Characteristics and applications "ngggg:ggl ¢xL(mm)| Parameters

AWS A5.4 = Synthetic electrode with high recovery (160 %). Rutile-basic coated witha  R_(MPa) >560 20x350 65A El

E309L-26 Mn 0.7 24 % Cr - 13 % Ni stainless steel type deposit. Ry, (MPa) >400 25x350 90A
a0 . = Used when a high efficiency is desired. For buffer layers before hardfacing .
IEDEE S'_ e and for dissimilar joints - stainless steels to ordinary steel. A;(%) S SRl L0
E2312LR73 Ni 12.5 KV() [+20°C—>>50 4.0x450 170A
Cr 22.5

[ SELECTARC 24/12Mo FOR REPAIRING
e Weld metal . . Mechanical
composition (%) Characteristics and applications properties gxL(mm)| Parameters

AWS A5.4 C <0.03 = Low carbon Rutile-basic coated 23Cr 12Ni 2Mo stainless steel type R (MPa) >580 20x300 45A El
E309LMo-17 Mn 0.7 electrode, used to weld on 316L stainless steels and for dissimilar joints R, (MPa) >450 2.5x350 T0A
between construction / mild steels and stainless steels. Intermediate layer "

IS0 3581-A SI. e before a 316 L type cladding. A (%) >30 32x350 100A
E23122LR32 Ni 125« Also used as an universal repairing electrode in maintenance welding. Highly ~ KV(J)  |+20°C »>55 4.0x350 135A
Cr 225 crack resistant. A0°C—>>45 50x450 180A
Mo 2.3

[ SELECTARC 307R HIGH MANGANESE / RUTILE
comsysiraglt”naz% ) Characteristics and applications ’\gfgggggggl gxL (mm)

AWS A5.4 © 0.10 = Austenitic (non-magnetic) rutile coated electrode for joining and overlayingon R _(MPa) >600 25x300 70A El

~E307-16 Mn 45 manganese steels (up to 14 % Mn) and high sulphur and phosphorus containing g (MPa) >400 32x350 100A

a0 . steels, also for joining dissimilar steels, construction steels to stainless steels, for ™2 o

150 3581-A S" 12 cushion layers prior hardfacing. Repairing of pieces submitted to shocks or wear A;(%) >30 40x350 125A

E188MnR32 Ni 8.0 by friction. Excellent maniabi"ty. KV (J) +20°C—>>70 5.0x350 160 A

Cr 18.0 = For civil engineering, railways, cement works. Hardness:
as welded ~200 HB,
work hardened ~500 HB

O

All technical data sheets and MSDS are available on: www.fsh-welding.com/en



. HIGH ALLOYED STEELS

[ SELECTARC 307B HIGH MANGANESE / BASIC
e Weld metal Mechanical

AWS A5.4 © = Austenitic (non-magnetic) basic coated stainless steel electrode for joining R (MPa) | 600-750 2.5x300 65A
~E307-15 Mn 6.0 and overlaying on manganese steels (up to 14 % Mn) and high sulphur and R, ,(MPa) >400 32x350 90A
1 . phosphorus bearing steels, also for joining dissimilar steels, construction
IED S'_ L steels to stainless steels, for cushion layers prior hardfacing. A (%) S e IZA
E188MnB32 Ni 8.0 = Repairing of pieces subject to shocks or wear by friction. KV(J)) [+20°C—>>90 5.0x350 150A
Cr 18.0 Hardness:
as welded ~200 HB,
work hardened ~500 HB

View our full range on www.fsh-welding.com!

HIGH MANGANESE / SYNTHETIC (JET TYPE)

Weld metal Mechanical
Classification composmon (%) Characteristics and applications properties

AWS A5.4 0.1 = Rutile-basic electrode with high recovery (160 %). Fully austenitic R (MPa) 600-750 25x350 90A
~E307-26 Mn 6.5 stainless steel deposit with a high Mn content. For welding and cladding g (MPa) >400 32%x350 130A
e s . on Mn-steels (14 % Mn), for dissimilar joints and difficult to weld materials, 2
150:3581-A S'. 0.8 cushion layers prior hardfacing, repairing of pieces submitted to shocks. (%) >30 40x450 160A |[.5pv]
E188MnR73X Ni 85 =For repairs of rails, earthmoving, cement works, different types of crushers. KV() |+20°C->>70
Cr 18.0 Hardness:
as welded ~200 HB,
work hardened ~500 HB

B SELECTARC INOX 308Mo FOR REPAIRING
e Weld metal - — Mechanical
composition (%) Characteristics and applications properties ¢xL(mm)| Parameters

AWS A5.4 C 0.04 = Rutile-basic coated stainless steel type electrode with an austenitic-ferritic R _(MPa) >620 25x300 50-80A El
E308Mo-17 Mn 1.0 structure used to weld dissimilar joints between construction / mild steels g (MPa) >450 3.2x350 80-115A
1 ’ and stainless steels. L ’
150 3581-A S'_ 0.8 = Due to its high level of delta ferrite (~25 %) also used as an universal A, (%) >30 40x350 90-140A | [.70¥]
E20103R32  Ni 10.5  repairing electrode in maintenance welding. Highly crack resistant. KV(J) |+20°C—>>50
Cr 20.5
Mo 3.0

FOR MAINTENANCE AND REPAIR

Weld metal Mechanical

Classification Characteristics and applications oxL(mm)| Parameters

composition (%)
AWS A5.4 © 0.1 = Rutile-basic electrode with an austenitic-ferritic stainless steel deposit, R (MPa) | 700-850 1.6x250 35A El
~E312-16 Mn 0.6 adapted for welding dissimilar steels (stainless steels with low alloyed p (MPa) >500 20%x300 45A

properties

steels) and hard to weld steels as tool steels, Mn steels, spring steels... B2

130:3581-A S'. LY = Weld deposits highly resistant to cracks, suitable for buffer layers before A;(%) 22 L s ~50 V]
E299R32 Ni 10.0 hardfacing and for building up cutting tools. Soft fusion, smooth and fine KV(J) - 32x350 110A
Cr 29.0 ripple beads. Hardness | ~240HB 4.0x350 135A

50x450 180A

FOR GALVANISED STEELS AND REPAIR (JET TYPE)
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Classification corvxsgismg:\az% ) Characteristics and applications ’\gfgggmggl Parameters
AWS A5.4 C 0.06 = Synthetic electrode with high recovery (160 %). For overlaying and welding  R_(MPa) >700 2.0x300 50-80A El
~E312-26 Mn 1.0 high strength steels with each other and with stainless stee_ls. Rw,z (MPa) >550 25x350 70-100 A

T s - ; aﬁ:gisree(;:gtrzzinded for buffer layers before hardfacing and to weld A, (%) 525 32%350 100-140 A

EZ269R73 Ni 9.5 KV(J) - 4.0x450 150-200 A

Cr 24.0 Hardness | ~240 HB

All technical data sheets and MSDS are available on: www.fsh-welding.com/en




HIGH ALLOYED STEELS _

HIGH TEMPERATURE / RUTILE

PP Weld metal - P Mechanical
Classification composition (%) Characteristics and applications properties ¢xL(mm)| Parameters

AWS A5.4 C 0.1 = Rutile-basic electrode with a high temperature resistant austenitic stainless R (MPa) >550 20x300 45A El

E310-16 Mn 20 steel deposit. Resistant to corrosion and oxidation up to 1200°C, good R ., (MPa) >400 25x300 TO0A

B Gl . resistance against hot cracking, easy slag removal and nice bead aspect. i

EUESIR S'_ 075 . Construction of steam boilers, chemical installations, gas industry, ovens, A (%) >30 S| ULIA

E2520R32 Ni 205  thermal equipment. KV(J) |+20°C—>>60 4.0x350 135A

Cr 255 50x450 180A

View our full range on www.fsh-welding.com!

HIGH TEMPERATURE / BASIC

Mechanical

Characteristics and applications ¢xL(mm)| Parameters

o Weld metal
Classification composition (%)

properties
AWS A5.4 C <0.12 = Basic coated electrode with an austenitic stainless steel deposit resistingto ~ R_(MPa) >550 2.5x300
E310-15 Mn 22 corrosion and oxidation up to 1200°C. Regular and stable fusion. Resistant g (MPa) >380 32%x350 100A
1S03581-A S | o5  °gainsthoteracking. "N (%) 530 40x350 135A
. = Construction of ovens, boilers, thermal equipment for heat treatment, 5 .
E2520B42 Ni 20.5 chemical installations. KV(J) |+20°C >>70 5.0x450 180A

Cr 255

HIGH TEMPERATURE / HIGH CARBON
comsgjsmg:\az% ) Mechanical

Characteristics and applications gxL(mm)| Parameters

properties

AWS A5.4 C 04 = Basic coated austenitic stainless steel electrode with 26 %Cr, 21 % Niand R _(MPa) >650 25x300 70A =+
E310H-15 Mn 20 an increased carbon contend. Used to weld austenitic heat resistant alloys, R (MPa) >450 32x350 100A
d 0.2 .

centrifugally cast tubes... resisting to scaling and oxidation up to 1100°C.

13058 1A Si 07 =Used in the petrochemical industry, for 