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OK 43.32

Type  Rutile

SMAW
E6013

Description

Easy-to-weld rutile type electrode for welding in
the flat position. The good flowing properties of
the weld metal give a good finish to the weld
beads on both butt and fillet welds. Good slag
detachability. The stable arc, even at low welding
currents, makes the electrode very suitable for
sheet metal welding.

Recovery
95%

Welding current
AC, DC(+ -) OCV 50 V

LR T

Welding parameters

Diameter, Length, Welding  Arc voltage,

mm mm current, A \
1.6 300 30-60 27
2.0 300 40-80 23
25 350 50-110 25
3.2 350 80-150 26
3.2 450 80-140 26
4.0 450 120-210 27
5.0 450 170-290 26
6.0 450 230-370 -

Classifications

SFA/AWS A5.1 E6013
EN 499 E420RR 12
ISO 2560 E 51 3 RR 31

Typical all weld metal composition, %

Mn
0.5

C Si
<0.02 0.6

Typical mech. properties all weld metal

Yield stress, MPa 460
Tensile strength, MPa 550
Elongation, % 26
Charpy V
Test temps, °C  Impact values, J
+20 65
0 >47
Approvals
ABS 1
BV 1
DB 80.039.02
DNV 1
DS EN 499
GL 2Y
LR 1
SS EN 499
UbDT EN 499
u 10.039/1
VdTUVvV 00621
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal arc time electrode
0.50 263 04 34
0.54 167 0.6 36
0.54 88.0 0.9 46
0.57 50.0 1.3 57
0.54 40.5 1.3 74
0.54 26.8 1.9 76
0.56 17.2 2.5 87



OK 46.00

Type  Rutile

SMAW
E6013

Description

OK 46.00 is the best, all-round, rutile electrode
and it is relatively insensitive to rust or other sur-
face impurities. It deposits smooth weld beads in
all positions, including vertical down, and the
slag is easy to remove. OK 46.00 is very easy to
strike and restrike, making it ideal for short
welds, root runs and tacking.

Recovery
95%

Welding current
AC,DC+-0CV 50V

LR T

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
1.6 300 30-60 20
2.0 300 50-70 21
25 350 60-100 22
3.2 350 80-150 22
4.0 350 100-200 22
5.0 350 150-290 24
5.0 450 170-220 24
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Classifications

SFA/AWS A5.1 E6013

EN 499 E380RC 11
ISO 2560 E433R 11
CSN 05 5010 E 46.17

Typical all weld metal composition, %

Mn
0.4

C Si
0.08 0.3

Typical mech. properties all weld metal

Yield stress, MPa 400
Tensile strength, MPa 510
Elongation, % 28
Charpy V
Test temps, °C  Impact values, J
0 70
-20 35
Approvals
ABS 2
BV 2
DB 10.039.05
DNV 2
DS EN 499 E 38 0 RC 11
GL 2
LR 2
PRS 2
RS 2
Sepros UNA 485154
SS EN 499 E 38 0 RC 11
ubnT EN 499
u . 10.039/1
vdTuv 00623
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.63 263 0.38 36
0.60 172 0.55 38
0.65 86.0 0.8 50
0.65 53.0 1.3 57
0.60 39.0 1.6 65
0.60 24.0 23 87
0.60 31.0 23 114



OK 48.00

Type Lime-basic

SMAW
E7018

Description

A reliable, general purpose, LMA electrode for
mild and low-alloy steels. OK 48.00 deposits a
tough, crack-resistant weld metal. High welding
speed in the vertical-up position. OK 48.00 is
insensitive to the composition of the base mate-
rial within fairly wide limits. The electrode can be
used for welding structures where difficult stress
conditions cannot be avoided.

Recovery
125%

Welding current
DC+(-)

=R T

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
1.6 300 30-55 22
2.0 300 50-80 24
2.5 350 80-110 23
3.2 350 90-140 22
3.2 450 90-140 23
4.0 350 125-210 24
4.0 450 125-210 26
5.0 450 200-260 23
6.0 450 220-340 23
7.0 450 280-410 25

Classifications

SFA/AWS A5.1 E7018

CSA W48 E4918

EN 499 E424B42H5
ISO 2560 E51 5B 120 20H

Typical all weld metal composition, %

C Si
0.06 0.5

Mn
1.2

Typical mech. properties all weld metal

Yield stress, MPa 445
Tensile strength, MPa 540
Elongation, % 29
Charpy V
Test temps, °C  Impact values, J
-20 140
-40 70
Approvals
ABS 3H5, 3Y RINA E 52 3 HH
BV 3,3YH5 RS 3YHH
CL Sepros
cwB CSA W48 SFS EN 499
DB 10.039.12 SS EN 499
DNV 3Y H5 ubT EN 499
DS EN 499 u 10.039/12
GL 3Y H5 VdTUV
LR 3,3Y H5
PRS 3YH10
N. B. H. T.
Kgweld No. of elec- Kg weld Burn-off
metal’lkg  trodes/kg metal/hour  time, s/
electrodes weld metal arc time electrode
0.65 62.5 1.0 56
0.64 43 1.3 66
0.64 32.3 1.5 76
0.51 35.0 2.1 64
0.67 20.5 2.1 86
0.69 13.5 2.6 102
0.72 9.6 3.7 102
0.72 7.0 4.4 117
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OK 48.04

Type Lime-basic

SMAW
E7018

Description

OK 48.04 is an AC/DC, general purpose, LMA
electrode for welding mild and low-alloy steels. It
has very good welding properties and deposits a
high quality weld metal with very good mechani-
cal properties. The electrode can be used for
welding restrained structures where high welding
stresses cannot be avoided.

Recovery
125%

Welding current
AC, DC+(-) OCV 65 V

LIZ=R T

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.0 300 50-80 23
2.5 350 70-110 23
3.2 350 110-150 22
3.2 450 110-150 25
4.0 450 150-200 26
5.0 450 190-260 26
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Classifications

SFA/AWS A5.1 E7018
EN 499 E424B32H5
ISO 2560 E 51 5B 120 26H

Typical all weld metal composition, %

Mn
1.1

C Si
0.06 0.5

Typical mech. properties all weld metal

Yield stress, MPa 480
Tensile strength, MPa 560
Elongation, % 30
Charpy V
Test temps, °C  Impact values, J
-20 1
-40 100
Approvals
ABS 3H5, 3Y
BV 3YHH
DB 10.039.34
DNV 3YH10
DS EN 499
GL 3YH10
LR 3, 3YH15
PRS 3YH10
RS 3YHH
Sepros UNA 409819
SS EN 499
ubnT EN 499
u . 10.039/1
vdTuv 00050
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.61 125 0.67 44
0.64 67.0 1.0 59
0.63 42.3 1.37 62.4
0.67 30.0 1.5 92
0.68 20.0 2.0 101
0.72 13.0 2.8 106



OK 48.05

Type Lime-basic

SMAW
E7018

Description

OK 48.05 is a general purpose, LMA electrode
for welding mild and low-alloyed steels. It has
very good running characheristics, especially on
DC+. OK 48.05 welds very well even at very low
currents, an advantage when welding thin-walled

pipes.

Recovery
125%

Welding current
DC+

I T ol N

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.0 300 35-80 22
2.5 350 75-105 24
3.2 350 95-155 26
3.2 450 95-155 26
4.0 350 125-210 24
4.0 450 125-210 24
5.0 450 200-260 23

Classifications

SFA/AWS A5.1 E7018

EN 499 E424B42H5

ISO 2560 E51 5B 120 20H

NF A 81-309 E 51 5/4 B 120 20 BH

Typical all weld metal composition, %

C Si
0.06 0.5

Mn
1.0

Typical mech. properties all weld metal

Yield stress, MPa 445
Tensile strength, MPa 540
Elongation, % 29
Charpy V
Test temps, °C  Impact values, J
-20 1
-40 70
Approvals
ABS 3H5, 3Y
DB 10.039.02
DNV 3YH5
LR 3, 3YH15
Sepros
UbDT EN 499
u 10.039/1
VdTUV 06610
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.63 119.0 0.6 50
0.64 62.5 1.0 58
0.46 54.3 1.5 61
0.61 31.3 1.5 80
0.51 35.0 21 64
0.67 20.5 21 85
0.69 13.5 2.6 102
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OK 48.15

Type Lime-basic

SMAW
E7018

Description

An LMA electrode for welding mild and low-alloy
steels. Exceptional welding properties in the ver-
tical-up position. OK 48.15 gives the same good
weld metal quality as OK 48.00, which makes the
electrode suitable for welding structures in which
high stresses cannot be avoided. It is also suita-
ble for welding galvanised plate.

Recovery
125%

Welding current
AC, DC+(-) OCV 65 V

LIZ=R T

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.0 300 55-80 22
2.5 350 65-110 22
3.2 350 100-140 22
3.2 450 100-140 23
4.0 350 140-200 24
4.0 450 140-200 24
4.5 450 180-240 24
5.0 450 190-260 26
6.0 450 220-360 26
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Classifications

SFA/AWS A5.1
EN 499
ISO 2560

E7018
E423B32H5
E515B12026 H

Typical all weld metal composition, %

C Si

Mn

0.06 0.5

1.1

Typical mech. properties all weld metal

Yield stress, MPa 490
Tensile strength, MPa 575
Elongation, % 30
Charpy V
Test temps, °C  Impact values, J
-20 1
-30 60
-40 50
Approvals
ABS 3H10, 3Y
BV 3, 3YHH
DB 10.039.06
DNV 3YH10
DS EN 499
GL 3YH10
LR 3,3Y H15
PRS 3YH10
RS 3YHH
SS EN 499
ubnT EN 499
u . 10.039/1
vdTuv 00625
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.61 125.0 0.7 43
0.60 67.0 1.0 60
0.63 41.0 1.4 63
0.66 31.0 1.4 84
0.63 29.0 1.9 68
0.66 21.0 2.0 89
0.67 18.0 2.6 86
0.72 13.0 2.8 106
0.73 9.0 3.8 113



OK 50.40

Type Rutile-basic

SMAW
E6013

Description

OK 50.40 is an all-round electrode for the positio-
nal welding of mild steel, also well suited for pipe
welding. It is particularly good for welding in the
vertical-up position and for welding root runs.

Recovery
94%

Welding current
DC-+, ACOCV 65V

I T ol N

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.5 350 50-100 23
3.2 350 80-150 24
4.0 450 130-190 22
5.0 450 170-280 27

Classifications

SFA/AWS A5.1 E6013
EN 499 E422RB 12
CSN 05 5010 E 50.95

Typical all weld metal composition, %

C Si
0.08 0.2

Mn
0.5

Typical mech. properties all weld metal

Yield stress, MPa >440
Tensile strength, MPa 520-620
Elongation, % 27
Charpy V
Test temps, °C  Impact values, J
-20 >47
-30 >28
Approvals
DB 10.039.14
DNV 2
LR 2
ubT EN 499
u 10.039/1
VdTUV 00629
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal arc time electrode
0.80 88.0 0.8 51
0.55 59.0 1.2 53
1.50 27.0 1.5 90
0.58 17.0 23 92
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OK 53.05

Type Basic

SMAW
E7016

Description

A low-hydrogen electrode with excellent running
characteristics and very good mechanical pro-

perties. Because of its double coating, it creates
a deep crater which stabilises the arc and gives
good protection against air in inclined positions.

Recovery
105%

Welding current
DC+-

LIZ=R T

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 50-100 24
3.2 350 80-140 26
3.2 450 80-140 26
4.0 350 110-180 25
4.0 450 110-180 24
5.0 450 180-300 26
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Classifications

SFA/AWS A5.1
EN 499
ISO 2560

E7016
E424B22H10
E515B 24 (H)

Typical all weld metal composition, %

C Si
<0.1 0.5

Mn
1.0

Typical mech. properties all weld metal

Yield stress, MPa 470
Tensile strength, MPa 540
Elongation, % 28
Charpy V
Test temps, °C  Impact values, J
-20 1
-40 80
Approvals
ABS 3H10, 3Y
BV 3, 3YHH
DB 10.039.32
DNV 3YH15
DS EN 499
GL 3YH10
LR 3, 3YH10
RS 3YHH
ubnT EN 499
u . 10.039/1
vdTuv 03180
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.63 79 1.0 49
0.60 52 1.2 57
0.61 39 1.3 70
0.63 33 1.8 60
0.63 25 1.7 82
0.65 16 3.0 74



OK 53.16 SPEZIAL swaw

Type Basic

Description

OK 53.16 is a double-coated electrode combi-

ning the running characteristics of a rutile elec-
trode with the mechanical properties of a basic
electrode. OK 53.16 welds on both AC and DC
and the spatter loss is minimal.

Recovery
105%

Welding current
DC+, ACOCV 50V

LIZ=R

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.5 350 50-90 26
3.2 350 90-150 25
4.0 450 120-190 26
5.0 450 160-230 26

E7016

Classifications

SFA/AWS A5.1
EN 499
ISO 2560

E7016
E38 2 B 32 H10
E514B21(H)

Typical all weld metal composition, %

C Si
0.07 0.6

Mn
0.9

Typical mech. properties all weld metal

Yield stress, MPa 450
Tensile strength, MPa 530
Elongation, % 28
Charpy V
Test temps, °C  Impact values, J
-20 1
Approvals
ABS 3, H10, 3Y
BV 3, 3YHH
CL EN 499
DB 10.039.29
DNV 3YH10
DS-EN 499 E 382B 32H10
GL 3YH10
LR 3, 3YH10
UDT-EN 499 E382B32H10
VdTUv 02762
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.63 77 0.86 54
0.65 46 1.4 57
0.64 24 1.9 79
0.63 15 24 99
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OK 53.68

Type Lime-basic

SMAW
E7016-1

Description

OK 53.68 is an extra-high quality LMA electrode,
particularly suitable for on-site welding. OK 53.68
yields a homogeneous, high-quality weld metal
with an extra low content of impurities. The elec-
trode operates well on AC as well as DC positive
and negative. DC negative is preferred, as it pro-
duces a small, easily controlled weld pool, mini-
mising the risk of burn-through or undercutting.
OK 53.68 is CTOD tested.

Recovery
100%

Welding current
AC, DC +(-) OCV 65 V

LIZ=R T

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 55-85 22
3.2 450 80-130 22
4.0 450 110-170 22
5.0 450 180-230 22
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Classifications

SFA/AWS A5.1
EN 499

E7016-1
E425B12H5

Typical all weld metal composition, %

C Si
0.06 0.4

Mn
1.3

Typical mech. properties all weld metal

Yield stress, MPa >420
Tensile strength, MPa 510-640
Elongation, % 26
Charpy V
Test temps, °C  Impact values, J
-20 >150
-40 >80
-50 >47
Approvals
ABS 3H5, 3Y
BV 3YH5
DNV 4YH5
DS EN 499
GL 4YH5
LR 4Y40 H15
PRS 4YH10
SFS EN 499
SS EN 499
UDT. EN 499
vdTuv 06807
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.58 90 0.8 50
0.61 41 1.2 73
0.65 26 1.7 83
0.66 17 24 90



OK 53.70

Type Lime-basic

SMAW
E7016-1

Description

A low-hydrogen AC/DC electrode for the one-
sided welding of pipes and general structures.
The root penetration is good, leaving a flat bead
with easily removable slag. The stable arc and
the well-balanced slag system make the elec-
trode easy to weld in all positions. Suitable for
welding transmission pipelines made from pipe
steels up to API 5LX56.

It is also suitable for welding the root in higher
strength pipes, API 5LX60, 5LX65, 5LX70.

Recovery
100%

Welding current
AC, DC+(-) OCV 60 V

=R T

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.5 350 60-85 26
3.2 350 80-130 28
3.2 450 80-130
4.0 450 115-190 24

Classifications

SFA/AWS A5.1 E7016-1

DIN 1913 E 51 55 B10
EN 499 E425B12H5
GOST 9467-75 E50A

ISO 2560 E515B24H

Typical all weld metal composition, %

Mn
1.2

C Si
0.06 0.5

Typical mech. properties all weld metal

Yield stress, MPa 440
Tensile strength, MPa 530
Elongation, % 30
Charpy V
Test temps, °C  Impact values, J
-20 1
-40 120
-50 100
Approvals
ABS 3H5, 3Y
DNV 3YH5
LR 3YH15
Sepros UNA 485155
VNIIST
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.63 87.7 0.7 57
0.60 53.6 1.1 60
0.63 24.6 1.7 86
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OK 55.00

Type Lime-basic

SMAW
E7018-1

Description

OK 55.00 is a reliable, high-quality, LMA elec-
trode, particularly suitable for welding high
strength low-alloy steels. The good, low-tempera-
ture impact strength of the weld metal should be
noted. The weld metal is also very resistant to
hot cracking. The electrode is also suitable for
welding high strength ship's steel, grades A, D
and E.

Recovery
125%

Welding current
AC, DC+ OCV 65V

=R T

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 80-110 23
3.2 350 110-140 23
3.2 450 110-140 24
4.0 350 140-200 23
4.0 450 140-200 24
5.0 450 200-270 24
6.0 450 215-360 25
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Classifications

SFA/AWS A5.1 E7018-1

CSA W48 E4918-1

CSN 05 5010 E 55.93

EN 499 E 46 5B 32 H5
ISO 2560 E 51 5B 120 26H

Typical all weld metal composition, %

C Si
0.07 0.5

Mn
1.4

Typical mech. properties all weld metal

Yield stress, MPa 480
Tensile strength, MPa 590
Elongation, % 28
Charpy V
Test temps, °C  Impact values, J
-20 115
-50 50
Approvals
ABS 3H5,3YH5 U 10.039/1
BV 3Y H5 vdTUuv 00632
CL EN 499
CcwB CSA W48
DB 10.039.03
DNV 4YH5
DS EN 499
GL 3YH5
LR 3,3Y H5
RS 3YHH
Sepros
SFS EN 499
SS EN 499
ubnT EN 499
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.64 65.8 0.86 64
0.62 411 1.22 72
0.69 30.0 1.4 88
0.62 28.0 1.77 72
0.70 19.0 2.0 94
0.72 13.0 3.0 94
0.72 9.0 4.0 98



OK Femax 33.30 swaw

Type Rutile E7024

Description

High-recovery rutile electrode for the high pro-
ductivity welding of fillets in the horizontal-verti-
cal position. Particularly suitable for welding thick
plates and for long run-out lengths. Good bead
appearance. Easy slag removal.

Recovery
130%

Welding current
AC, DC+-0CV 50V

N 4

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
3.2 450 130-150 23
4.0 450 150-220 26
5.0 450 220-270 26

Classifications

SFA/AWS A5.1 E7024
EN 499 E 420RR 53
ISO 2560 E 51 3RR 140 34

Typical all weld metal composition, %

Mn
0.7

C Si
<0.12 0.4

Typical mech. properties all weld metal

Yield stress, MPa >420
Tensile strength, MPa 510-610
Elongation, % 28
Charpy V
Test temps, °C  Impact values, J
0 >47
-20 >28
Approvals
CL
DB 10.039.26
DNV 2
DS EN 499
u 10.039/1
vdTUv 00972
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.6 28 1.5 87
0.6 18 2.4 83
0.6 12 3.1 102
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OK Femax 33.60 swaw

Type Rutile E7024

Description

OK Femax 33.60 is a high-recovery, rutile, iron
powder electrode giving a metal recovery of
about 160%. OK Femax 33.60 is particularly
recommended for welding horizontal-vertical fil-
lets. The weld metal stays well on the vertical leg
and gives a good transition to the base material
without undercutting, even at high welding cur-
rents.

Recovery
160%

Welding current
AC, DC+(-) OCV 50 V

i

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 85-125 27
3.2 450 130-170 30
4.0 450 150-230 33
5.0 450 200-350 35
6.0 450 280-450 36
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Classifications

SFA/AWS A5.1 E7024

CSN 05 5010 E 51.21

DIN 1913 E 51 32RR 11 160
EN 499 E 42 0RR 53

ISO 2560 E 51 2 RR 160 31
NF A 81-309 E 51 3/2 RR 160 31
UNE 14.003 E 51 32 RR 160 31

Typical all weld metal composition, %

Mn
0.7

C Si
<0.12 0.4

Typical mech. properties all weld metal

Yield stress, MPa 450
Tensile strength, MPa 550
Elongation, % 28

Charpy V

Test temps, °C  Impact values, J
0 55

Approvals
ABS 2
BV 2
DB 10.039.11
DNV 2
DS EN 499
GL 2
LR 2
RINA
SS EN 499
unT EN 499
u . 10.039/1
vdTUv 01030
SZ 202 **)

N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/

electrodes weld metal  arc time electrode
0.64 53.0 1.6 43
0.68 23.0 2.2 71
0.68 15.0 3.1 77
0.68 9.5 4.9 78
0.68 6.4 6.4 83



OK Femax 33.80 swaw

Type Rutile E7024

Description

High-recovery rutile electrode for the high pro-
ductivity welding of fillets in the horizontal-verti-
cal position. Particularly suitable for welding thick
plates and for long run-out lengths. Good bead
appearance. Easy slag removal.

Recovery
180%

Welding current
AC, DC(+ -) OCV 50 V

N 4

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
25 350 85-125 27
3.2 450 130-170 28
4.0 450 180-230 30
4.5 700 180-230 30
5.0 450 250-340 30
5.0 700 210-260 31
5.6 700 250-300 35
6.0 450 300-430 35
6.0 700 280-400 34

Classifications

SFA/AWS A5.1 E7024

EN 499 E420RR 73

ISO 2560 E 51 2 RR 180 31
NF A 81-309 E 51 3/2 RR 190 31

Typical all weld metal composition, %

C Si
<0.12 0.5

Mn
0.7

Typical mech. properties all weld metal

Yield stress, MPa 450
Tensile strength, MPa 550
Elongation, % 26

Charpy V

Test temps, °C  Impact values, J
0 50

Approvals
ABS 2 RS 2
BV 2 Sepros UNA 485154
CL EN499 SFS EN 499
DB 10.039.28 SS EN 499
DNV 2 unT EN 499
DS EN 499 U 10.039/1
DSRK 44.2 VdTUV 00634
(FEMATIC too)
GL 2y
LR 2,2Y
PRS 2
N. B. H. T.
Kgweld No. of elec- Kg weld Burn-off
metal/kg trodestkg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.64 53.0 1.6 43
0.68 21.0 25 69
0.68 13.5 3.8 69
0.69 6.8 3.7 141
0.67 9.1 5.8 68
0.69 5.6 4.4 146
0.69 4.7 4.5 171
0.68 6.4 71 79
0.72 4.0 6.9 131
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OK Femax 38.48 suaw

Type Rutile-basic E7028

Description

OK Femax 38.48 is a high-recovery, iron powder,
LMA electrode, which gives extremely smooth fil-
lets of equal leg length and very low emissions of
fume and spatter. It is very easy to weld and is
especially suitable for horizontal fillets with a leg
length of 4-6.4 mm. OK Femax 38.48 is as easy
to use as a rutile electrode, but the weld metal
quality corresponds to that of basic electrodes.
The slag is easy to remove. Also available in
Fematic length.

Recovery
150%

Welding current
AC, DC+-0OCV 60V

O

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
3.2 350 100-160 24
4.0 450 150-230 28
5.0 450 200-320 32
5.6 450 250-330 34
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Classifications

SFA/AWS A5.1
EN 499
ISO 2560

E7028
E 42 3 RB 53 H10
E51 4B 150 36H

Typical all weld metal composition, %

Mn
1.1

C Si
0.07 0.5

Typical mech. properties all weld metal

Yield stress, MPa 460
Tensile strength, MPa 545
Elongation, % 27
Charpy V
Test temps, °C  Impact values, J
+20 140
0 120
-20 100
-30 80
-40 35
Approvals
ABS 3H5, 3Y
BV 3Y HH
CL EN 499
DB 10.039.27
DNV 3YH10
DS EN 499
GL 3YH10
LR 3, 3YH15
RINA 3, 3YH10
RS 3YHH
SFS EN 499
SS EN 499
UDT EN 499
u . 10.039/1
VdTUVvV 03004
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal arc time electrode
0.60 34.0 1.6 66
0.58 17.7 2.5 88
0.60 11.0 4.2 84
0.62 8.7 4.4 96



OK Femax 38.65 swaw

Type  Zirconium-basic E7028

Description

High-recovery zircon-basic electrode, especially
developed for performing butt welds and fillet
welds in the downhand position in ordinary and
high tensile steels. Good slag removal.

Recovery
165%

Welding current
AC, DC+ OCV 65V

O

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
3.2 450 100-170 32
4.0 450 170-240 36
5.0 450 225-355 40
6.0 450 300-430 40
7.0 450 340-490 44

Classifications

SFA/AWS A5.1 E7028
EN 499 E424B73H5
ISO 2560 E51 5B 170 36H

Typical all weld metal composition, %

C Si
0.08 0.5

Mn
1.1

Typical mech. properties all weld metal

Yield stress, MPa 430
Tensile strength, MPa 540
Elongation, % 26
Charpy V
Test temps, °C  Impact values, J
-20 1
-30 95
-40 65
-60 50
Approvals
ABS 3H5, 3Y
BV 3Y HH
CL EN499
DB 10.039.15
DNV 3YH10
DS EN 499
GL 3YH10
LR 3, 3YH15
RINA 3Y H10
Sepros UNA 409819
SS EN 499
UbDT EN 499
u 10.039/1
VdTUV 00635
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal arc time electrode
0.66 23.6 23 67
0.68 14.4 3.7 70
0.69 9.6 5.7 72
0.68 6.6 7.2 80
0.70 5.1 8.5 88
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OK Femax 38.85 suwaw

Type Rutile-basic E7028

Description

Very fast rutile-basic, high-recovery electrode.
The electrode is especially suitable for welding
horizontal-vertical fillets, where a large throat
thickness is required. It welds best on AC.

Recovery
215%

Welding current
AC, DC+ OCV 65V

O

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A
4.0 450 190-240 33
5.0 450 200-350 40
6.0 450 300-500 44
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Classifications

SFA/AWS A5.1 E7028
ISO 2560 E 51 4B 220 36H
EN 499 E 423 RB 73 H10

Typical all weld metal composition, %

C Si Mn
<0.10 0.6 1.1

Typical mech. properties all weld metal

Yield stress, MPa 480
Tensile strength, MPa 560
Elongation, % 29
Charpy V
Test temps, °C  Impact values, J
-20 1
-30 80

Approvals
ABS 3H5, 3Y
BV 3YHH
DNV 3YH10
RS 3YHH
SS EN 499

N B H T.

Kgweld No.of elec- Kgweld  Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode

0.63 12.3 3.8 77
0.70 7.0 6.0 84
0.70 5.2 9.5 73



OK Femax 38.95 swaw

Type  Zirconium-basic E7028

Description

OK Femax 38.95 is a high-recovery, iron powder,
AC/DC electrode giving about 240% recovery.
OK Femax 38.95 gives a welding speed compa-
rable with submerged arc welding: up to 240 g of
weld metal a minute with a 6 mm diameter elec-
trode. OK Femax 38.95 is primarily designed for
welding prepared butt joints and fillets in the flat
position where it gives a smooth transition to the
base material.

Recovery
240%

Welding current
AC,DC+OCV 70V

Ll

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
4.0 450 170-240 35
5.0 450 330-400 40
5.6 450 370-460 45
6.0 450 400-520 50

Classifications

SFA/AWS A5.1
EN 499
ISO 2560

E7028
E384B73H10
E 51 5B 240 46H0

Typical all weld metal composition, %

C Si
<0.10 0.5

Mn
1.1

Typical mech. properties all weld metal

Yield stress, MPa 400

Tensile strength, MPa 500

Elongation, % 30

Charpy V

Test temps, °C  Impact values, J

-20 1

-40 90
Approvals

BV 3 3YHH

DNV 3 YHH

DS E51 5B(H)

LR 3, 3YH

SS EN 499

N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode

0.67 14.9 3.6 67
0.70 6.6 9.0 63
0.70 5.2 11.0 65
0.71 4.2 13.3 65
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OK Femax 39.50 swaw

Type Acid E7027

Description

OK Femax 39.50 is a very fast, high-recovery,
acid electrode for horizontal-vertical fillets, lap
and butt joints in mild steels. The electrode gives
an attractive profile with a very good slag cover.
The slag is porous and easy to remove. Tolerates
a wide range of bead run-out lengths.

Recovery
160%

Welding current
AC, DC(+-) OCV 65V

AL

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
3.2 450 130-170 31
4.0 450 150-230 32
45 700 160-210 27
5.0 450 220-350 37
5.6 700 220-270 30
6.0 450 280-400 35
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Classifications

SFA/AWS A5.1 E7027
EN 499 E 422 RA 53
ISO 2560 E 51 5 AR 160 35

Typical all weld metal composition, %

C Si
0.09 0.3

Mn
0.8

Typical mech. properties all weld metal

Yield stress, MPa 450
Tensile strength, MPa 520
Elongation, % 27
Charpy V
Test temps, °C  Impact values, J
+20 85
-20 70
Approvals
ABS 3,3Y
BV 3Y
CL EN 499
DB 10.039.07
DNV 3
DS EN 499
GL 3Y
LR 3,3Y
PRS 3
RINA 3Y
SFS EN 499
SS EN 499
UnT EN 499
u . 10.039/1
vdTUuv 00636
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.68 22.6 23 69
0.70 15.6 3.2 71
0.73 7.6 2.9 165
0.70 10.0 5.5 65
0.74 5.0 3.9 189
0.71 6.6 6.4 86



FILARC 35

Type Basic

SMAW
E7018-1

Description

General-purpose, basic DC+ electrode for mild
and low-alloy steels.

Very good running characteristics, producing
high-quality welds with good impact values.

Recovery
60-65%

Welding current
DC+(-)

LLEZ-RT

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.0 300 45-75 26
2.5 350 70-105 25
3.2 450 100-135 21
4.0 450 140-185 22
5.0 450 180-250 24
6.0 450 220-360 26

Classifications

SFA/AWS A5.1 E7018-1
EN 499 E 424 B 42 H10
ISO 2560 E 51 5B 120 20 (H)

Typical all weld metal composition, %

C Si
0.06 0.6

Mn
0.975

Typical mech. properties all weld metal

Yield stress, MPa 420
Tensile strength, MPa 510-560
Elongation, % 28
Charpy V
Test temps, °C  Impact values, J
-20 54
-40 47
Approvals
ABS 3H5, 3Y
BV 3, 3YHH
DNV 4YH10
DS EN 499
GL 3YH10
LR 3,3Y H10
RS 4Y42HH
SFS EN 499
SS EN 499
UDT, EN 499
VdTUV 02556
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.56 125.0 0.6 46
0.63 65.8 0.9 57
0.67 30.9 1.3 87
0.69 20.5 1.9 90
0.68 13.2 2.6 106
0.73 9.0 3.8 113
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FILARC 35S

Type Basic

SMAW
E7018-1

Description

CTOD-tested, universal basic electrode for wel-
ding dynamically loaded structures, particularly
in heavy plate, where the high deposition can be
used to advantage. Satisfactory CTOD results
are obtained in the stress-relieved condition.

Recovery
120%

Welding current
DC+(-), AC OCV 65V

LIZ=R T

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 70-100 22
3.2 350 90-150 23
3.2 450 90-140 23
4.0 450 110-170 23
5.0 450 160-260 23
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Classifications

SFA/AWS A5.1 E7018-1
EN 499 E424B32H5
ISO 2560 E 51 5B 120 26H

Typical all weld metal composition, %

C Si
0.06 0.4

Mn
1.1

Typical mech. properties all weld metal

Yield stress, MPa >420
Tensile strength, MPa 510-600
Elongation, % >26
Charpy V
Test temps, °C  Impact values, J
-20 >100
-40 >50
-46 >27
Approvals
ABS 3H, 3Y
BV 3, 3YHH
DB 10.105.02
DNV 3YH5
GL 3YH5
ISPESL
LR 3,3Y H15
RS 3Y42HH
RINA E 52 3HH
UDT-EN499 E424B32H5
vdTuv
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.58 59 1.0 57
0.63 43.5 1.29 60
0.63 30 1.4 80
0.66 24.0 1.67 95
0.68 14.2 2.62 100



FILARC 36D

Type Basic

SMAW
E7016

Description

All-positional, basic electrode designed for the
vertical-up welding of pipes. All diameters have a
special double coating providing excellent pro-
perties for root pass welding. Deposition is about
10% higher than with conventional 100% reco-
very electrodes. Used for pipe welding and other
stuctural work requiring low-hydrogen weld
metal.

Recovery
100%

Welding current
DC+-

=R T

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.5 350 50-100 24
3.2 350 80-140 26
3.2 450 80-140 26
4.0 350 110-180 25
4.0 450 110-180 24
5.0 450 180-300 26

Classifications

SFA/AWS A5.1
EN 499
ISO 2560

E7016
E424B22H10
E 51 5B 24 (H)

Typical all weld metal composition, %

C Si
<0.10 0.6

Mn
1.0

Typical mech. properties all weld metal

Yield stress, MPa 470
Tensile strength, MPa 540
Elongation, % 28
Charpy V
Test temps, °C  Impact values, J
-20 1
-40 80
Approvals
ABS 3H10, 3Y
BV 3, 3YHH
DB 10.105.12
DNV 3YH15
GL 3YH10
LR 3, 3YH10
RS 3YHH
ubT EN 499
u . 10.105/1
vdTuv 01006
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.63 79 1.0 49
0.60 52 1.2 57
0.61 39 1.3 70
0.63 33 1.8 60
0.63 25 1.7 82
0.65 16 3.0 74
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FILARC 36S

Type Lime-basic

SMAW
E7016

Description

Basic-coated electrode for welding root passes
and filling layers in all positions. Very good wel-
dability and X-ray quality.

Filarc 36S finds its applications in the shipbuil-
ding, boiler and pressure vessel industries, for
example.

Recovery
100%

Welding current
DC+(-), ACOCV 70V

LI =R T

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 55-85 22
3.2 350 85-140 23
3.2 450 85-130 23
4.0 350 110-180 23
4.0 450 110-170 23
5.0 450 180-240 23
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Classifications

SFA/AWS A5.1 E7016

BS 639 E 51 43 B 24(H)
DIN 1913 E 51 43 B10

EN 499 E422B12H10
ISO 2560 E 51 4B 24 (H)
NBN F31-001 E 51.5B-1 LH
NF A 81-309 E515/3B24H

Typical all weld metal composition, %

C Si Mn
0.8 0.7 0.9

Typical mech. properties all weld metal

Yield stress, MPa >420
Tensile strength, MPa <590
Elongation, % 26
Charpy V
Test temps, °C  Impact values, J
-20 >54
-30 >28
Approvals
ABS 3H5, 3Y
BV 3Y HH
CL EN 499
DB 10.105.05
DNV 3YH10
DS EN 499
GL 3YH10
LR 3,3Y H10
RS 3Y46HH
SFS EN 499
SS EN 499
ubnT DIN 1913
u . 10.105/1
vdTuv 01007
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.58 90.0 0.8 50
0.60 47.6 1.1 65
0.63 35.3 1.1 88
0.63 32.4 1.6 75
0.63 25.2 1.6 96
0.63 15.9 24 95



FILARC 56S

Type Basic

SMAW
E7016-1

Description

Basic, thin-coated AC/DC electrode providing
excellent mechanical properties. The electrode
ensures fully penetrated root passes, even under
adverse conditions. Low moisture content coa-
ting and high resistance to moisture re-absorp-
tion.

The electrode is CTOD tested.

Recovery
100%

Welding current
DC+(-), ACOCV 70 V

LR T

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.0 300 35-60 22
2.5 350 55-85 22
3.2 350 80-140 22
3.2 450 80-130 22
4.0 350 110-180 22
4.0 450 110-170 22
5.0 450 180-230 22

Classifications

SFA/AWS A5.1
EN 499

E7016-1
E425B12H5

Typical all weld metal composition, %

C Si
0.06 0.4

Mn
1.3

Typical mech. properties all weld metal

Yield stress, MPa >420
Tensile strength, MPa <640
Elongation, % >22
Charpy V
Test temps, °C  Impact values, J
-20 >150
-40 >80
-50 >47
Approvals
ABS 3H5, 3Y
BV 3YHH
CL EN 499
DB 10.105.15
DNV 4YH5
DS EN 499
GL 4YH10
LR 4Y40H10
MOD B + BX
RS 4Y42HH
SFS EN 499
SS EN 499
UDT DIN 1913
u . 10.105/1
VdTUV 03012
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal arc time electrode
- - - 43
0.58 90.0 0.8 50
0.61 52.0 1.3 53
0.61 41.0 1.2 73
0.64 34.0 1.7 62
0.65 26.0 1.7 83
0.66 17.0 2.4 90
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Pipeweld 6010 Plus swaw

Type  Cellulosic

Description

Cellulosic-coated electrode designed for the wel-
ding of pipes and pipelines in all positions, using
conventional and stovepipe techniques with AC
or DC.

Recovery

Welding current
AC, DC+

LI =R

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 50-70 31.5
3.2 350 65-120 29
4.0 350 90-180 28
5.0 350 150-240 29
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E 382C 21

Classifications

EN 499
SFA/AWS A5.1

E382C 21
E6010

Typical all weld metal composition, %

Mn
0.4

C Si
0.08 0.05

Typical mech. properties all weld metal

Yield stress, MPa 410
Tensile strength, MPa 495
Elongation, % 26
Charpy V
Test temps, °C  Impact values, J
-20 60
-29 40
Approvals
ABS 3
LR 3
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.69 o1 0.71 55
0.71 54 0.9 76
0.72 36 1.3 78
0.71 23 1.58 98



OK Tubrod 14.11 rcaw

Type Metal-cored E70C-6M H4

Description

OK Tubrod 14.11 is a wire that has been speci-
ally designed for robotic applications, particularly
in the area of thin plate welding. The welding
characteristics of the wire permit the use of lower
arc voltages in the spray transfer mode, which
reduces arc power and thereby reduces the risk
of blow-through in situations where the fit-up is
variable. The wire also exhibits excellent feedabi-
lity and deposits weld metal of the highest quality
with Ar/20%CO, shielding gas.

Welding current
DC+

N 4

Welding parameters

Diameter, mm

Welding current, A
1.4 150-350
1.6 250-450

Classifications

SFA/AWS A5.18
EN 758

E70C-6M H4
T424MM3H5
Typical all weld metal composition, %

C Si Mn
0.06 0.6 1.4

Typical mech. properties all weld metal

Yield stress, MPa 470
Tensile strength, MPa 560
Elongation, % 28
Charpy V
Test temps, °C  Impact values, J
-40 70

Approvals
ABS 4Y400SA Ar/20%C0O,»
BV SA 3Y M HH Ar/20%C0O»
DB 42.039.28 Ar/20%C0O»
DNV 111Y40 H5 Ar/20%C0O»
GL 4Y40 H5S Ar/20%C0O»
LR 4Y40S H5 Ar/20%C0O»
vdTuv 02133 Ar/20%C0O»

Arc voltage, V
18-33
28-38
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OK Tubrod 14.12 rcaw

Type Metal-cored E70C-6M, E70C-6C

Description Classifications

OK Tubrod 14.12 is a tubular wire for use with
X Z o SFA/AWS A5.18 E70C-6M, E70C-6C
both Ar/CO, mixtures or CO, shielding gases. EN 758 T422MM 1 H10,

Improved productivity and weld quality compared
with solid wire under CO.. It is especially suitable T422MC1H10
for fillet welding and has a high tolerance to pri-

mer. Typical all weld metal composition, %
Welding current C Si Mn
DC(+/-) 0.07 0.6 1.3
_U_ Iz == I'\ |¢\ -H- Typical mech. properties all weld metal
Yield stress, MPa 470
Tensile strength, MPa 550
Elongation, % 28
Charpy V

Test temps, °C  Impact values, J
100

Approvals
ABS 3SA, 2YSA Ar/CO, &CO»
BV SA3YM Ar/CO, &CO,
DB 42.039.24 Ar/CO, &CO»
DNV Nnyms Ar/CO, &CO,
DS T422MM1H10 Ar/CO,&CO,
DS T422MC1H10 CO,
GL 3YS Ar/CO, &CO»
LR 3S, 3YS Ar/CO, &CO,
RINA 3Y S Ar/CO, &CO»
vdTUvV 06649 Ar/CO, &CO»
Welding parameters
Diameter, mm Welding current, A Arc voltage, V
1.0 80-250 14-30
1.2 100-320 16-32
1.4 120-380 16-34
1.6 140-450 18-36
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OK Tubrod 14.13 rcaw

Type  Metal-cored E70C-6M
Description Classifications
OK Tubrod 14.13 is a tubular wire particularly SFA/AWS A5.18 E70C-6M
suited to the rapid welding of fillet and butt joints EN 758 T422MM2H5
in the flat and horizontal positions. The arc action
is stable at all current levels, which results in an
excellent weld appearance with the absence of . -
undercut and Spatter_ Typlcal a" Weld metal compOSItIOI‘I, %
Welding current C Si Mn
DC+ 0.06 0.5 1.4
I Iz == I'\ -H- Typical mech. properties all weld metal
Yield stress, MPa 480
Tensile strength, MPa 580
Elongation, % 28
Charpy V
Test temps, °C  Impact values, J
- 90
Approvals
ABS 3SA 3YSA Ar/20 CO,
BV SA3YM Ar/20 CO,
DB 42.039.03 Ar/20 CO,
DNV Nyms Ar/20 CO,
DS T422MM2H10 Ar/20 CO,
GL 3YS Ar/20 CO,
LR 35S 3YS Ar/20 CO,
vdTUv 09086 Ar/20 CO,
MoD(N)  MS<25mm, Ar/20 CO,
B&BX<12mm
Welding parameters
Diameter, mm Welding current, A Arc voltage, V
1.2 100-320 16-32
1.4 120-380 16-34
1.6 140-450 18-36
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OK Tubrod 14.16 rcaw

Type  Self-shielded E71T-GS

Description

OK Tubrod 14.16 is an all-positional, self-shiel-
ded, flux -cored wire designed for the welding of
thin-gauge galvanised and mild steels in all posi-
tions. The smooth arc action on DC- polarity
makes the wire particularly suited to the welding
of thin-gauge material. Slag removal is easy with
minimal spatter. Thicknesses down to 1.0 mm
can be easily welded at currents as low as 40
amps without the risk of burn-through on lap and
fillet joints.

Welding current
DC-

LIL=RT

Welding parameters

Diameter, mm
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Classifications

SFA/AWS A5.20 E71T-GS

Typical all weld metal composition, %

C Si Mn Al

Welding current, A
0.8 40-100

0.2 0.3 0.8 2.2

Typical mech. properties all weld metal

Tensile strength, MPa 614

Arc voltage, V
14-16



OK Tubrod 14.18 rcaw

Type Basic E70T-4

Description

OK Tubrod 14.18 is a self-shielded cored wire
for the single- and multi-pass welding of mild and
medium tensile strength steels in the flat and HV
positions. Capable of high deposition rates, it is
ideal for welding on site when no impact proper-
ties are required.

Welding current
DC+

N 4

Welding parameters

Diameter, mm

Classifications

SFA/AWS A5.20 E70T-4

Typical all weld metal composition, %

C Si Mn

Welding current, A
1.6 200-400
24 350-500

0.2 0.4 0.6

Typical mech. properties all weld metal

Yield stress, MPa 450
Tensile strength, MPa 555
Elongation, % 26

Arc voltage, V
25-32
27-32
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OK Tubrod 15.00 rcaw

Type Basic E71T-5, E71T-5M

Description

OK Tubrod 15.00 is a flux-cored wire which
deposits very low-hydrogen quality weld metal.
Diameters 1.0 and 1.2 mm are available for posi-
tional welding. The slag cover is thin and easily
remelted. Shielding gas CO, or Ar + 20% CO.,.
OK Tubrod 15.00 is designed for general fabrica-
tion where the risk of hydrogen-induced cracking
is to be avoided.

Welding current
DC-

Classifications

SFA/AWS A5.20 E71T-5, E71T-5M
EN 758 T423BM2HS5,
T423BC2H5

Typical all weld metal composition, %

C Si Mn

0.06 0.6 1.4

Typical mech. properties all weld metal

| K :.: |'\ |‘\ 'H‘ Yield stress, MPa 470
—— Tensile strength, MPa 550
Elongation, % 30
Charpy V
Test temps, °C  Impact values, J
- 135
-30 120
Approvals
CL 0485 Ar/20%CO,
DB 42.039.12 Ar/20%C0O, &CO,
DNV NYMs Ar/20%CO,
DS T422BM2H5 Ar/20%CO,
GL 3YH10S Ar/20%CO,
LR 3S 3YS H15 Ar/20%CO,
RINA 3Y SH5 Ar/20%CO,
RINA 3YS CO,
VdTUVvV 02181 Ar/20%C0O, &CO,
Welding parameters
Diameter, mm Welding current, A Arc voltage, V
1.0 100-230 14-30
1.2 120-300 16-32
1.4 130-350 16-32
1.6 140-400 24-34
2.0 200-450 24-34
24 300-500 26-36
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OK Tubrod 15.12 rcaw

Type Rutile E70T-1

Description

OK Tubrod 15.12 is a flux-cored, tubular wire
designed for heavy deposition in the flat and
horizontal positions on mild and medium tensile
steels. Slag removal is easy and generally self-
releasing. The weld appearance is exceptional
and the spatter level is minimal. Shielding gas
CO..

OK Tubrod 15.12 is designed for heavy deposi-
tion in steel thicknesses of 9 mm upwards.

Welding current
DC+

=

Welding parameters

Diameter, mm

1.2 150-300
1.6 250-450
24 250-550

Welding current, A

Classifications

SFA/AWS A5.20
EN 758

E70T-1
T420RC3HI10
Typical all weld metal composition, %

C Si Mn
0.05 0.6 1.5

Typical mech. properties all weld metal

Yield stress, MPa 520
Tensile strength, MPa 580
Elongation, % 26
Charpy V

Test temps, °C  Impact values, J
0 >47

Approvals
DB 42.039.13 Ar/20%C0O, &CO,
DS T420RC3H10 CO,
vdTUV 04211 Co,

Arc voltage, V
24-34
26-38
28-38
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OK Tubrod 15.14 rcaw

Type Rutile E71T-1. EZ1T-1M

Description

OK Tubrod 15.14 is a flux-cored, tubular wire for
all-positional welding using either Ar/CO, or
CO,. The wire is suitable for all mild and medium
tensile structural steels. The running characteris-
tics are exceptional, using the spray mode of
transfer, and this applies equally to both shiel-
ding gases. OK Tubrod 15.14 is also universally
approved to grade 3 by all major authorities.
Shielding gas

Ar/20%CO, or CO».

Welding current
DC+

LIL=RT

Welding parameters

Diameter, mm

1.2 110-300
1.4 130-320
1.6 150-360

42

Welding current, A

Classifications

SFA/AWS A5.20
EN 758:1997

E71T-1, E7TAT-1M
T462P M2H10,
T462P C2H10

Typical all weld metal composition, %

C Si Mn

0.05 0.5 1.3

Typical mech. properties all weld metal

Yield stress, MPa 530
Tensile strength, MPa 580
Elongation, % 26

Charpy V
Test temps, °C

Impact values, J
120

Approvals

ABS 3SA 3YSA Ar/20%CO, &CO,
BV SA3YM Ar/20%CO, &CO,
DB 42.039.05 Ar/20%CO, &CO,
DNV 1IYMS Ar/20%CO, &CO,
DS T462PM2H10 Ar/20%CO,

DS T462PC2H10 CO,

GL 3YS Ar/20%CO, &CO,
LR 3S 3YS Ar/20%CO, &CO,
MoD (Navy) MS<25mm, Ar/20%CO, &CO,

B&BX<12mm

RINA 3YS Ar/20%CO,

RINA 2Y S >

RS | 38 3YS Ar/20%CO, &CO,
VdTUV 07651 Ar/20%C0O, &CO,

Arc voltage, V
21-32
22-32
24-34



OK Tubrod 15.15 rcaw

Type Rutile E71T-1. EZ1T-1M

Description

OK Tubrod 15.15 is a flux-cored, tubular wire
designed as a truly all-positional, general-pur-
pose wire for welding mild and medium tensile
steels up to 510 MPa tensile strength. Using
either Ar/CO, or CO, as the shielding gas, the
1.2 and 1.4 mm sizes can be used in the vertical
position on spray transfer providing for maximum
deposition and time savings. Weld pool control is
easy both vertically up and downwards and slag
removal is rapid. OK Tubrod 15.15 is designed for
a wide range of applications especially where
manipulation of the work is impractical.

Welding current
DC+

LIZ=RT

Welding parameters

Diameter, mm

1.2 110-300
1.4 130-320
1.6 150-360

Welding current, A

Classifications

SFA/AWS A5.20
EN 758:1997

E717-1, E71T-1M
T462P M2 H5,
T462PC2H5

Typical all weld metal composition, %

C Si Mn
0.05 0.3 1.3

Typical mech. properties all weld metal

Yield stress, MPa 520
Tensile strength, MPa 580
Elongation, % 28
Charpy V

Test temps, °C

Impact values, J
140

Approvals

ABS 3SA 3YSA Ar/20CO, &CO»
BV SA3YM HH Ar/20CO, &CO,»
CL CDS 0390 Ar/20CO, &CO»
DB 42.039.14 Ar/20C0O, &CO,
DNV HNnyms Ar/20CO, &CO»
DS T462P M2H5 Ar/20CO,

DS T462PC2H5 CO,

GL 3YH10S Ar/20C0O, &CO,
LR 3S 3YS H15 Ar/20CO, &CO,»
MoD (Navy) MS<25mm Ar/20CO, &CO,
MRS 3YMSHH Ar/20CO, &CO»
vdTOvV 04314 Ar/20CO, &CO»

Arc voltage, V
21-32
22-32
24-34
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OK Tubrod 15.16 rcaw

Type Rutile E70T-1

Description

OK Tubrod 15.16 is a flux-cored wire intended for
applications requiring very high deposition rates.
It has a high recovery for its type at 87% and the
2.4 mm can produce > 8 kg of weld metal per
hour at 450 A. It is designed for use with CO,
shielding in the flat and HV positions on mild and
medium tensile steels with a nominal tensile
strength of 500 MPa.

Welding current
DC+

N 4

Welding parameters

Diameter, mm

44

Classifications

SFA/AWS A5.20
EN 758

E70T-1
T420RC3H10

Typical all weld metal composition, %

C Si Mn Ni

Welding current, A
24 250-550

0.06 0.5 1.2 0.4

Typical mech. properties all weld metal

Yield stress, MPa 510
Tensile strength, MPa 580
Elongation, % 28
Charpy V

Impact values, J

Test temps, °C
0 50

Arc voltage, V
28-38



OK Tubrod 15.18 rcaw

Type Rutile E70T-1

Description

OK Tubrod 15.18 is a rutile, flux-cored wire
designed for high deposition welding in the flat
and HV positions. It is characterised by an exep-
tional weld finish with minimal spatter and self-
releasing slag using either argon-rich or CO,
shielding gases. Suitable for all general fabrica-
tion of medium to heavy sections where weld
appearance and high weld metal integrity are
important.

Welding current
DC+

N 4

Welding parameters

Diameter, mm

Welding current, A
1.2 110-300
1.6 150-360

Classifications

SFA/AWS A5.20 E70T-1
E70T-1M

EN 758 T422RC3H10
T422RM3H10

Typical all weld metal composition, %

C Si Mn
0.06 0.5 1.1

Typical mech. properties all weld metal

Yield stress, MPa 500
Tensile strength, MPa 560
Elongation, % 28
Charpy V
Test temps, °C  Impact values, J
-20 70

Approvals
ABS 3SA, 2YSA Ar/20%CO, &CO,
BV SA3YM Ar/20%C0O, &CO,
DB 42.039.02 CO,
DNV Hyms Ar/20%C0O, &CO,
DS T422RM3H10 Ar/20%CO,
DS T422RC3H10 CO,
LR 3S 3YS H15 Ar/20%CO, &CO,
u 42.039/3 Ar/20%CO, & CO,
vdTUV 05197 Ar/20%C0O, &CO,

Arc voltage, V
21-32
24-34
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OK Tubrod 14.00S saw

F7A2-EC1

Type Metal-cored

Description

OK Tubrod 14.00S is a tubular wire designed for
the submerged arc welding of mild and medium
tensile steels and is suitable for fillet and multi-
pass butt joints. When used in conjunction with
OK Flux 10.71, exceptional productivity can be
obtained at deposition rates up to 20% higher
than with the same size of solid wire at the same
current.

Welding current
DC+

N 4

Welding parameters

Diameter, mm

24 250-450
3.0 400-700
4.0 500-850
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Welding current, A

Classifications

SFA/AWS A5.17
EN 756

F7A2-EC1
S422ABT3

Typical all weld metal composition, %

C Si Mn

0.06 0.5 1.5

Typical mech. properties all weld metal

Yield stress, MPa 450
Tensile strength, MPa 530
Elongation, % 30
Charpy V

Test temps, °C

Impact values, J
120

Approvals
ABS 3M 3YM
BV A3YM
DB 52.039.13
DNV HNnym
GL 3YM
LR 3M 3YM
VdTUVv 9143
ubDT approved

Arc voltage, V
28-38
28-40
28-40



OK Tubrod 15.00S saw

F7A4-EC1

Type Basic

Description

OK Tubrod 15.00S is a tubular wire for submer-
ged arc welding in conjunction with OK Flux
10.71, when high integrity welded joints are
required in mild and medium tensile steels.
General fabrication, structural engineering and
shipbuilding are the principal areas of applica-
tion. The welding of primed plate at high speeds
is a particular benefit.

Welding current
DC+

N 4

Welding parameters

Diameter, mm

2.4 250-500
3.0 400-900
4.0 500-1000

Welding current, A

Classifications
SFA/AWS A5.17 F7A4-ECA

EN 756 S 424 ABT3
Typical all weld metal composition, %

C Si Mn
0.07 0.5 1.5

Typical mech. properties all weld metal

Yield stress, MPa 430
Tensile strength, MPa 540
Elongation, % 30
Charpy V

Test temps, °C  Impact values, J
130

Approvals
ABS 3M 3YM
BV A3YM
CL CDS 1339
DB 52.039.14
DNV HNym
GL 3YM
LR 3M 3YM
VdTUV 09144
ubT approved

Arc voltage, V
28-38
28-36
28-34
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Coreshield 8 SMAW

Type E71T-8

Description

Coreshield 8 has a fast-freezing slag that sup-
ports the molten metal during welding. It is an
E71T-8 self-shielded cored wire, ideal for out-of-
position welding in structural fabrication and
other heavy -duty applications where good
toughness is required.

Welding current
DC-

LIL=RT

Welding parameters

Diameter, mm

48

Classifications

SFA/AWS A5.20 E717-8

Typical all weld metal composition, %

C Si Mn Cr Ni Cu Al

Welding current, A
1.6 155-240

0.18 014 06 <01 <05 <0.1 0.5

Typical mech. properties all weld metal

Yield stress, MPa 457
Tensile strength, MPa 552
Elongation, % 29
Charpy V

Test temps, °C

Impact values, J
43

Arc voltage, V
21-25



FILARC PZ6102 rcaw

Type Metal-cored E70C-6M H4

Description

A metal-cored wire suitable for the welding of thin
plate (=>3mm) using M21 shielding gas. Diame-
ters of less than 1.4mm are all positional, with
the exception of vertical down.

Welding current
DC+

LR

Welding parameters

Diameter, mm

1.2 150-350
1.4 150-350
1.6 150-450

Welding current, A

Classifications

SFA/AWS A5.18
EN 758

E70C-6M H4
T464MM2H5
Typical all weld metal composition, %

C Si Mn
0.07 0.85 1.36

Typical mech. properties all weld metal

Yield stress, MPa 480
Tensile strength, MPa 560
Elongation, % 24
Charpy V
Test temps, °C  Impact values, J
-40 75

Approvals
ABS 3SA,3YSA Ar/20%CO,
BV S3 3YMHH Ar/20%CO,
DB 42.105.09 Ar/20%CO,
DNV IVYMS (H5) Ar/20%CO,
DS T464MM2H10 Ar/20%CO,
GL 4YH10S Ar/20%CO,
LR 3S,3YS H15 Ar/20%CO,
vdTUv 04901 Ar/20%CO,

Arc voltage, V
21-37
18-33
17-36
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FILARC PZ6103HS

FCAW

Type E70C-GM H4

Description

FILARC PZ6108 is a high fill-ratio, metal-cored
wire for high deposition welding in the flat and
horizontal/vertical positions using M21 shielding
gas.

Welding current
DC+

N 4

Welding parameters

Diameter, mm
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Welding current, A
1.6 240-250

Classifications

SFA/AWS A5.18 E70C-GM H4
EN 758 T423MM3H5

Typical all weld metal composition, %

C Si Mn

0.05 0.9 1.4

Typical mech. properties all weld metal

Yield stress, MPa 477
Tensile strength, MPa 566
Elongation, % 28
Charpy V

Test temps, °C  Impact values, J
102

Arc voltage, V
24-34



FILARC PZ6111 FCAW

Type E70T-1 H8 (nearest) E70T-1M H8 (nearest)

Description Classifications
A downhand rutile wire for use with Ar/CO, or EN 758 T422 1Ni R C 3 H10,
CO, shielding gas in the flat and horizontal/verti- T4621NiRM 3 H10

cal positions. The slag is often self lifting leaving
a clean weld bead surface.

Welding current Typical all weld metal composition, %

DC+ c si Mn Ni
U Iz 0.055 0.45 0.9 0.75
Typical mech. properties all weld metal
Yield stress, MPa 495
Tensile strength, MPa 576
Elongation, % 26
Charpy V

Test temps, °C  Impact values, J
114

Approvals
ABS  3SA, 3YSA Ar/20%CO, & CO,
BV SA3 3YMHH Ar/20%CO, & CO5
CL 0751 Ar/20%CO5
CRS  3YH10S Ar/20%CO, & CO,
DB 42.105.06 Ar/20%CO5 & CO5
DNV lII'YMS (H10) Ar/20%CO5 & CO5

DS T4221NiRC3H10 CO,
DS T462 1NiRM3H10 Ar/20%CO,

GL 3YH10S Ar/20%C0O, & CO,
LR 3S 3YS Ar/20%CO5 & CO,
PRS.  3YH10S Ar/20%C0O5 & CO»
VdTUV 03013 Ar/20%CO, & CO,
Welding parameters
Diameter, mm Welding current, A Arc voltage, V

1.2 150-350 27-38

1.4 150-350 26-36

1.6 150-450 24-40
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FILARC PZ6111HS

Type Rutile

Description

A high filling ratio, downhand, rutile cored wire
that produces weld deposits at rates of up to 15
kg/h with conventional equipment. The finished
weld is free from spatter and the self-releasing
slag adds to the quality of the finished weld
deposit.

Shielding gas Ar+15-25% CO, and CO,.

Welding current
DC+

Ll

Welding parameters

Diameter, mm
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FCAW
E70T-1 (nearest)

Classifications

EN 758

T4621NiRM 3 H10,
T4221NiRC 3 H10

Typical all weld metal composition, %

Si

Mn Ni

0.06

0.45

0.9 0.75

Typical mech. properties all weld metal

Yield stress, MPa
Tensile strength, MPa
Elongation, %

Charpy V

Test temps, °C

- 97

Approvals

ABS 3SA,3YSA H10

BV SA3 YMHH

DB 42.105.18

DNV 11'Y40MS H10

DS T4621NiRM3
H10

DS T4221NiRC3
H10

GL 3YH10S

LR 3S 3YS H10

VdTUV 07668

Welding current, A
1.6 250-450

500
560
26

Impact values, J

Ar/20%CO, & CO,
AF/ZO%COZ & COQ
AI’/20%002 & COQ
AF/ZOO/OCOZ & COZ
Ar/20%CO,

CO,
Ar/20%C0, & CO,

AI’/ZO%COZ & COQ
AI’/20%002 & COQ

Arc voltage, V

26-38



FILARC PZ6113 rcaw

Type Rutile E71T-1 H4, E71T-1M H8

Description

Multi-purpose, all-positional, rutile cored wire
for use with either Ar/CO, or CO,. Exceptionally
easy to use in all positions, the smooth, stable
arc promotes spatter-free welds with smooth
tie-ins. The wire is ideally suited for use with
ceramic backing for root runs.

Welding current
DC+

LR

Welding parameters

Diameter, mm

1.2 110-300
1.4 130-320
1.6 150-360

Classifications

SFA/AWS A5.20
EN 758

T422 P C1HS5,
T462PM1H10

E71T-1 H4, E71T-1M H8

Typical all weld metal composition, %

Si

Mn

0.06

0.5

1.25

Typical mech. properties all weld metal

Yield stress, MPa
Tensile strength, MPa
Elongation, %

Charpy V

Test temps, °C

Approvals
ABS 3SA, 3YSA
BV SA3 3YMHH
CCs 3Y 40S H10
CL 0452
CL 1296
CRS 3YH10S
DB 42.105.07
DNV 11'YMS (H10)
DS T462PM1H10
DS T422PC1HI10
GL 3YH10S
LR 3S 3YSH15
PRS 3YH10S
RINA SG523/8G522
RS 3YHHS
UDT. EN 758
VdTUV 04902

535
601
25

Impact values, J
128

Ar/20%CO, & CO,
Ar/20%CO, & CO,
Ar/20%CO, & CO,
Ar/20%CO, & CO,
co,

Ar/20%CO, & CO,
Ar/20%CO, & CO,
Ar/20%CO, & CO,
Ar/20%CO, & CO,
Ar/20%CO, & CO,
Ar/20%CO, & CO,
Ar/20%CO, & CO,
Ar/20%CO, & CO,
Ar/20%CO, 6 CO,
Ar/20%CO, & CO,
Ar/20%CO, & CO,
Ar/20%CO, & CO,

Welding current, A

Arc voltage, V
21-32
22-32
24-34
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FILARC PZ6113S

Type Rutile

Description

Firmly established as the leading CO,, all-posi-
tional, rutile cored wire, PZ6113S has a high
degree of welder appeal. For example, the

1.2 mm diameter can weld in several positions
at a single current/voltage setting, which ex-
plains why it is highly regarded in the shipbuil-
ding segment.

Welding current
DC+

LR

Welding parameters

Diameter, mm
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Welding current, A
1.2 110-300

FCAW
E71T-9 H4

Classifications

SFA/AWS A5.20 E71T-9 H4
EN 758 T463PC2H5

Typical all weld metal composition, %

C Si Mn Ni

0.07 0.45 1.3 0.4

Typical mech. properties all weld metal

Yield stress, MPa 560
Tensile strength, MPa 628
Elongation, % 24
Charpy V

Test temps, °C  Impact values, J
109

Approvals
ABS 3SA 3YSA CO,
BV SA33YMHH CO,
DNV N'YMS (H10) CO,
GL 4Y42H10S CO,
LR 353YS CO,
PRS 3YH10S CO,
RINA SG 523 CO,
RS 3YHHS CO,
UDT EN 758 CO,
vdTOvV 07085 CO,

Arc voltage, V
21-32



FILARC PZ26114S

SMAW

Type T464PC1H5

Description

An all-positional rutile cored wire with good
toughness down to -40°C for use with C1 shield-
ing gas. Diameters less than 1.4 mm are all posi-
tional, with the exception of vertical down.

Welding current
DC+

LIL=RT

Welding parameters

Diameter, mm

Welding current, A
1.2 150-350

Classifications

EN 758
SFA/AWS A5.20

T464PC1H5
E71T-1J H4

Typical all weld metal composition, %

C Si Mn Ni

0.06 0.4 1.3 0.4

Typical mech. properties all weld metal

Yield stress, MPa 539
Tensile strength, MPa 605
Elongation, % 24
Charpy V

Test temps, °C

Impact values, J
108

Approvals
ABS 4YSA H5 CcO,
BV SA 4YMHH CO,
CCS 4Y40SH10 CO,
CRS 4YH5S CO,
DB 42.105.15 CO,
DNV IVY40MS (H5) CO,
DS T464PC1H5 CO,
GL 4YH5S CO,
LR 353Y8S CcO,
PRS 4YH5S CO,
RS 4Y42HHS CO,
VdTOV 07683 CcOo,

Arc voltage, V
27-35
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Vertomax 2MG

Type Metal-cored

FCAW
EG70T-Nit

Description

A flux-cored, tubular wire designed for automatic
vertical-upwards welding using the electrogas
process. The core formulation ensures good arc
stability and excellent mechanical properties
even on thin plate at heat inputs as high as 40 kJ/
cm. It can also be used in conjunction with sepa-
rate metal powder addition for a further improve-
ment in mechanical properties, deposition rate
and reduced heat loading to the plate. Shielding
gas: CO..

Welding current
DC+

N

Welding parameters

Diameter, mm

1.6 350-400
24 420-480
3.2 590-650
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Welding current, A

Classifications

SFA/AWS A5.20 EG70T-Nit

Typical all weld metal composition, %

C Si Mn Ni Mo

0.068 0.38 1.28 0.70 0.16

Typical mech. properties all weld metal

Yield stress, MPa 428
Tensile strength, MPa 568
Elongation, % 32
Charpy V

Test temps, °C  Impact values, J
0 88

Approvals
ABS 2A 2YA CO,
BV AV, AV2Y CO,
DNV ny CO,
GL 2yv CO,
LR 22y CO,
uDT CO,
VdTOV 01770 CO,

Arc voltage, V
32-36
32-34
32-35



OK AristoRod 12.50

Description

OK AristoRod™ 12.50 is a bare Mn-Si-alloyed
G3Si1/ER70S-6 solid wire for the GMAW of non-
alloyed steels, as used in general construction,
automotive components, pressure vessel fabrica-
tion and shipbuilding. OK AristoRod 12.50 is
treated with ESAB’s unique Advanced Surface
Characteristics (ASC) technology, taking MAG
welding operations to new levels of performance
and all-round efficiency, especially in robotic and
mechanised welding. Characteristic features
include excellent start properties; trouble-free
feeding at high wire speeds and lengthy feed dis-
tances; a very stable arc at high welding cur-
rents; extremely low levels of spatter; low fume
emission; reduced contact tip wear and improved
protection against corrosion of the wire.

Welding current
DC+

Welding parameters

Diameter, mm Wire feed, m/min

Welding current, A

GMAW
ER70S-6

Classifications

SFA/AWS A5.18 ER70S-6
EN 440 G3Si1
Wire composition
C Si Mn
0.1 0.9 1.5

Typical mech. properties all weld metal

Yield stress, MPa 470
Tensile strength, MPa 560
Elongation, % 26
Charpy V
Test temps, °C  Impact values, J
+20 130
-20 90
-30 70
Approvals
ABS 3SA, 3YSA
BV SA3YM
cwB CSA W48
DB 42.039.29
DNV HN'YMS
DS EN 440
GL 3YS
LR 3S, 3YS
o 42.039/1
VdTUV

Deposition rate kg

Arc voltage, V weld metal/hour

0.8 3.2-10 60-200 18-24 0.8-2.5
0.9 3.0-12 70-250 18-26 0.8-3.3
1.0 2.7-15 80-300 18-32 1.0-5.5
1.4 2.3-12 150-420 22-36 1.6-8.7
1.6 2.3-15 225-550 28-38 2.1-11.4

57



OK AristoRod 12.57

Description

OK AristoRod™ 12.57 is a bare Mn-Si-alloyed
G2Si/ER70S-3 solid wire for the GMAW of non-
alloyed steels, as used in general construction,
automotive components, pressure vessel fabrica-
tion and shipbuilding. OK AristoRod 12.57 is
treated with ESAB’s unique Advanced Surface
Characteristics (ASC) technology, taking MAG
welding operations to new levels of performance
and all-round efficiency, especially in robotic and
mechanised welding. Characteristic features
include excellent start properties; trouble-free
feeding at high wire speeds and lengthy feed dis-
tances; a very stable arc at high welding cur-
rents; extremely low levels of spatter; low fume
emission; reduced contact tip wear and improved
protection against corrosion of the wire.

Welding current
DC+

Welding parameters

Diameter, mm

0.8 3.2-13
1.0 2.7-15
1.2 2.5-15
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Wire feed, m/min  Welding current, A
60-200
80-300
120-380

GMAW
ER70S-3

Classifications

SFA/AWS A5.18 ER70S-3
EN 440 G2Si
Wire composition
C Si Mn
0.1 0.6 1.1

Typical mech. properties all weld metal

Yield stress, MPa 420
Tensile strength, MPa 515
Elongation, % 26
Charpy V

Test temps, °C  Impact values, J
+20 140

-20 110

-30 90

Deposition rate kg

Arc voltage, V weld metal/hour

18-24 0.8-3.0
18-32 1.0-5.6
18-34 1.3-8.0



OK AristoRod 12.62

Description

OK AristoRod™ 12.62 is a bare triple desoxidi-
sed G2Ti/ER70S-2 solid wire for the GMAW of
non-alloyed steels, as used in general construc-
tion, pressure vessel fabrication and shipbuil-
ding. It yields high-quality welds in semi-killed
and rimmed steels, as well as with grades with
various carbon contents. Added desoxidants,

Al - Ti- Zr, make the wire also suitable for steels
with a dirty or rusty surface, without sacrificing
weld quality.

OK AristoRod 12.62 is treated with ESAB’s uni-
que Advanced Surface Characteristics (ASC)
technology, taking MAG welding operations to
new levels of performance and all-round effi-
ciency, especially in robotic and mechanised wel-
ding. Characteristic features include excellent
start properties; trouble-free feeding at high wire
speeds and lengthy feed distances; a very stable
arc at high welding currents; extremely low levels
of spatter; low fume emission; reduced contact
tip wear and improved protection against corro-
sion of the wire.

Welding current
DC+

Welding parameters

GMAW
ER70S-2

Classifications

SFA/AWS A5.18 ER70S-2
EN 440 G2Ti

Wire composition

C Si Mn
0.06 0.6 1.2

Typical mech. properties all weld metal

Yield stress, MPa >380
Tensile strength, MPa 470-600
Elongation, % >20
Charpy V

Test temps, °C  Impact values, J

-30 >47

Deposition rate kg

Diameter, mm Wire feed, m/min  Welding current, A Arc voltage, V weld metal/hour
0.9 3.0-12.0 70-250 18-26 0.8-3.3
1.0 2.7-15.0 80-300 18-32 1.0-5.5
1.2 2.5-15.0 120-380 18-35 1.3-8.0
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OK AristoRod 12.63

Description

OK AristoRod™ 12.63 is a bare Mn-Si-alloyed
G4Si1/ER70S-6 solid wire for the GMAW of non-
alloyed steels, as used in general construction,
automotive components, pressure vessel fabrica-
tion and shipbuilding. It has a slightly higher
manganese and silicon content than OK
AristoRod 12.50 to increase the weld metal
strength. This also promotes a low sensitivity to
surface impurities and contributes to smooth,
sound welds.

OK AristoRod 12.63 is treated with ESAB’s uni-
que Advanced Surface Characteristics (ASC)
technology, taking MAG welding operations to
new levels of performance and all-round effi-
ciency, especially in robotic and mechanised wel-
ding. Characteristic features include excellent
start properties; trouble-free feeding at high wire
speeds and lengthy feed distances; a very stable
arc at high welding currents; extremely low levels
of spatter; low fume emission; reduced contact
tip wear and improved protection against corro-
sion of the wire.

Welding current
DC+

Welding parameters

Diameter, mm

0.8 3.2-10
0.9 3.0-12
1.0 2.7-15
1.2 2.3-15
1.6 2.3-15
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Wire feed, m/min  Welding current, A
60-185
70-250
80-300
120-380
120-380

GMAW
ER70S-6

Classifications

SFA/AWS A5.18 ER70S-6
EN 440 G4Si1
Wire composition
C Si Mn
0.1 1.0 1.7

Typical mech. properties all weld metal

Yield stress, MPa 525
Tensile strength, MPa 595
Elongation, % 26
Charpy V
Test temps, °C  Impact values, J
+20 1
-20 90
-30 70
Approvals
ABS 3SA, 3YSA
BV SA3YM
DB 42.039.30
DNV 1'YMS
DS EN 440
GL 3YS
LR 3S, 3YS
u . 42.039/1
VdTuv

Deposition rate kg

Arc voltage, V weld metal/hour

18-24 0.8-2.5
18-26 0.8-3.3
18-32 1.0-5.5
18-35 1.2-8.0
18-35 1.2-8.0



OK AristoRod 12.65

Description

OK AristoRod™ 12.65 is a Mn-Si-alloyed bare
solid wire designed for the mechanised downhill
GMAW of pipelines in materials such as API 5L
grade 52 to 70. The main application areas are
pipelines, compressor stations and associated
work in the oil and gas industries. This is an EN
440 G4Si1 type with an improved impurity level
to meet the special requirements of this industry.
It is supplied on 1 and 5 kg wire spools for use on
mechanised pipe welding systems.

OK AristoRod 12.65 is treated with ESAB’s uni-
que Advanced Surface Characteristics (ASC)
technology, taking MAG welding operations to
new levels of performance and all-round effi-
ciency, especially in robotic and mechanised wel-
ding. Characteristic features include excellent
start properties; trouble-free feeding at high wire
speeds and lengthy feed distances; a very stable
arc at high welding currents; extremely low levels
of spatter; low fume emission; reduced contact
tip wear and improved protection against corro-
sion of the wire.

Welding current
DC+

Welding parameters

Diameter, mm Wire feed, m/min
1.0 2.7-15

Welding current, A
80-300

GMAW
ER70S-6

Classifications

SFA/AWS A5.18 ER70S-6
EN 440 G4Si1
Wire composition
C Si Mn
0.09 1.0 1.7

Typical mech. properties all weld metal

Yield stress, MPa 535
Tensile strength, MPa 600
Elongation, % 26
Charpy V

Test temps, °C  Impact values, J
+20 1

-20 100

-30 80

Deposition rate kg
weld metal/hour
1.0-5.6

Arc voltage, V
18-32
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OK Autrod 12.51 cumaw

ER70S-6

Description

OK Autrod 12.51 is a copper-coated, Mn-Si-
alloyed G3Si1/ER70S-6 solid wire for the GMAW
of non-alloyed steels, as used in general cons-
truction, pressure vessel fabrication and shipbuil-
ding. The wire has a carefully controlled wire
chemistry and a unique surface technology provi-
ding superior weld-metal quality at high wire feed
speeds and at high welding currents. The wire
can be used with both Ar/CO, mixed gas and
pure CO, shielding gas.

Welding current
DC(+)

Welding parameters

Classifications

SFA/AWS A5.18 ER70S-6
EN 440 G3Si1
Wire composition
C Si Mn
0.1 0.9 1.5

Typical mech. properties all weld metal

Yield stress, MPa 470
Tensile strength, MPa 560
Elongation, % 26
Charpy V
Test temps, °C  Impact values, J
+20 1
-20 90
-30 70

Approvals
ABS 3SA,3YSA  UDT DIN 8559
BV SA3YM u . 42.039/1
CL VdTUuVv
DB 42.039.06
DNV 1'YMS
DS EN 440
GL 3YS
LR 33YS
PRS 3YS
RINA SG 523
RS 3YMS
Sepros  UNA 485178
SFS EN 440
SS EN 440

Deposition rate kg

Diameter, mm Wire feed, m/min

Welding current, A

0.6 5.5-13 30-100
0.8 3.2-13 60-200
0.9 3.0-12 70-250
1.0 2.7-15 80-300
1.2 2.5-15 120-380
1.4 2.3-12 150-420
1.6 2.3-12 225-550
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Arc voltage, V
15-20
18-24
18-26
18-32
18-34
22-36
28-38

weld metal/hour
0.7-1.7
0.8-3.0
0.9-3.6
1.0-5.6
1.3-8.0
1.6-8.7
2.1-11.4



OK Autrod 12.58 cuaw

ER70S-3

Description

OK Autrod 12.58 is a copper-coated, Mn-Si-
alloyed G2Si/ER70S-3 solid wire for the GMAW
of non-alloyed steels, as used in general cons-
truction, pressure vessel fabrication and shipbuil-
ding. The wire has a carefully controlled wire
chemistry and a unique surface technology provi-
ding superior weld -metal quality at high wire
feed speeds and at high welding currents. The
wire can be used with both Ar/CO, mixed gas
and pure CO, shielding gas.

Welding current
DC+

Welding parameters

Diameter, mm Wire feed, m/min

Welding current, A

Classifications

SFA/AWS A5.18 ER70S-3
EN 440 G2Si
Wire composition
C Si Mn
0.1 0.6 1.1

Typical mech. properties all weld metal

Yield stress, MPa 420
Tensile strength, MPa 515
Elongation, % 26
Charpy V
Test temps, °C  Impact values, J
+20 1
-20 110
-30 90
Approvals
BV SA3YM
DB 42.039.17
GL 3YS
LR 33YS
ubnT EN 440
. 42.039/1
VdTUv

Deposition rate kg

Arc voltage, V weld metal/hour

0.6 5.5-13 30-100
0.8 3.2-10 60-200
0.9 3.0-12 70-250
1.0 2.7-15 80-300
1.2 2.5-15 120-380
1.4 2.3-12 150-420
1.6 2.3-12 225-550

15-20 0.7-1.7
18-24 0.8-3.0
18-26 0.9-3.6
18-32 1.0-5.6
18-34 1.3-8.0
22-36 1.6-8.7
28-38 2.1-11.4
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OK Autrod 12.64 cuaw

Description

OK Autrod 12.64 is a copper-coated, Mn-Si-
alloyed G4Si1/ER70S-6 solid wire for the GMAW
of non-alloyed steels, as used in general cons-
truction, automotive components, pressure ves-
sel fabrication and shipbuilding. It has a slightly
higher manganese and silicon content than OK
Autrod 12.50 to increase the weld -metal
strength. This also promotes low sensitivity to
surface impurities and contributes to smooth,

sound welds.

The wire can be used with both Ar/CO, mixed

gas and pure CO, shielding gas

Welding current
DC+

Welding parameters

Diameter, mm Wire feed, m/min

0.6 5.0-13
0.8 3.2-10
0.9 3.0-12
1.0 2.7-15
1.2 2.3-15
1.4 2.5-12
1.6 2.3-15
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ER70S-6

Classifications

SFA/AWS A5.18 ER70S-6
EN 440 G4Si1
Wire composition
C Si Mn
0.1 1.0 1.7

Typical mech. properties all weld metal

Yield stress, MPa
Tensile strength, MPa
Elongation, %

525
595
26

uDT DIN 8559
O 42039/
VdTOV

Charpy V

Test temps, °C  Impact values, J

+20 130

-30 70

Approvals

ABS 3SA, 3YSA

BV SA3YM

CL

DB 42.039.11

DNV II'YMS

DS EN 440

GL 3YS

LR 33YS

RINA SG56A3;
SG56A2

RS 3YMS

Sepros  UNA 485178
SFS EN 440
SS EN 440

Welding current, A Arc voltage, V

50-100
60-185
70-250
80-300
120-380
150-420
120-380

16-20
18-24
18-26
18-32
18-35
22-36
18-35

Deposition rate kg
weld metal/hour
0.7-1.7
0.8-2.5
0.8-3.3
1.0-5.5
1.2-8.0
1.7-8.5
1.2-8.0



OK Autrod 12.66 cuaw

ER70S-6

Description

OK Autrod 12.66 is a copper-coated Mn-Si-
alloyed solid wire designed for the mechanised
downhill GMAW of pipelines in materials such as
API 5L grade 52 to 70. The main application
areas are pipelines, compressor stations and
associated work in the oil and gas industries.
This is an EN 440 G4Si1 type with an improved
impurity level to meet the special requirements of
this industry. It is supplied on 1 and 5 kg wire
spools for use on mechanised pipe welding sys-
tems.

The wire can be used with both Ar/CO, mixed
gas and pure CO, shielding gas.

Welding current
DC+

Welding parameters

Diameter, mm Wire feed, m/min

0.8 3.2-13
0.9 3.0-12
1.0 2.7-15

Classifications

Welding current, A
60-200
70-250
80-300

SFA/AWS A5.18 ER70S-6
EN 440 G4Si1
Wire composition
C Si Mn
0.09 1.0 1.7

Typical mech. properties all weld metal

Yield stress, MPa 535
Tensile strength, MPa 600
Elongation, % 26

Charpy V

Test temps, °C
+20

-20 100
-30 80

Impact values, J

Approvals
VdTOV

Deposition rate kg

Arc voltage, V weld metal/hour

18-24 0.8-3.0
18-26 0.9-3.6
18-32 1.0-5.6
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OK Tigrod 12.60 craw

ER70S-3

Description

OK Tigrod 12.60 is a copper-coated Mn-Si-
alloyed W2Si/ER70S-3 solid rod for the GTAW

of non-alloyed steels, as used in general cons-
truction, pressure vessel fabrication and shipbuil-
ding.

Welding current

DC(-)
Packing data
Weight of
Diameter, mm Length, mm rods/box, kg
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0
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Classifications

SFA/AWS A5.18 ER70S-3
EN 1668 W2Si

Wire composition

C Si Mn

0.1 0.6 1.1

Typical properties all weld metal

Yield stress, MPa 420
Tensile strength, MPa 515
Elongation, % 26
Charpy V

Test temps, °C  Impact values, J
-30 90

Approvals
Sepros UNA 485178



OKTigrod 12.61 cmaw

ER70S-6

Description

OK Tigrod 12.61 is a copper-coated Mn-Si-
alloyed W3Si1/ER70S-6 solid rod for the GTAW
of non-alloyed steels, as used in general cons-
truction, pressure vessel fabrication and shipbuil-
ding.

Welding current

DC(-)
Packing data
Weight of
Diameter, mm Length, mm rods/box, kg
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0

Classifications

SFA/AWS A5.18 ER70S-6
EN 1668 W3Sit

Wire composition

C Si Mn

0.1 0.9 1.5

Typical properties all weld metal

Yield stress, MPa 470
Tensile strength, MPa 560
Elongation, % 26
Charpy V

Test temps, °C  Impact values, J
-30 70

Approvals
DB 42.039.07
o . 42.039/2
vdTOVv 09124
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OKTigrod 12.64 cmw

ER70S-6
Description Classifications
OK Tigrod 12.64 is a copper-coated Mn-Si- SFA/AWS A5.18 ER70S-6
alloyed W4Si1/ER70S-6 solid rod for the GTAW EN 1668 WA4Sii
of non-alloyed steels, as used in general cons-
truction, pressure vessel fabrication and shipbuil-
ding. It has a slightly higher manganese and
silicon content than OK Tigrod 12.61 to increase
the weld metal strength. This also promotes low Wire composition
sensitivity to surface impurities and contributes to
smooth, sound welds. C Si Mn
Welding current 0.09 10 17
DC() . .
Typical properties all weld metal
Yield stress, MPa 525
Tensile strength, MPa 595
Elongation, % 26
Charpy V
Test temps, °C  Impact values, J
-30 70
Approvals
ABS 3,3Y
CL EN 1668
DNV H'YM(I1)
GL 3Y
LR 33Y
UDT, DIN 8559
VdTuv 05260
Packing data
Weight of
Diameter, mm Length, mm rods/box, kg
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0
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OK Autrod 12.10 saw

EL12
Description Classifications
OK Autrod 12.10 is a copper-coated, mild steel SEA/JAWS A5.17 EL12
wire for submerged arc welding. EN 756 S1

It can be combined with the following fluxes:

OK Flux 10.40, OK Flux 10.45, OK Flux 10.61,
OK Flux 10.70, OK Flux 10.71, OK Flux 10.76,
OK Flux 10.80, OK Flux 10.81, OK Flux 10.83

and OK Flux 10.96. Wire composition
(o Si
0.09 <0.1

OK Autrod 12.20 saw

EM12
Description Classifications
OK Autrod 12.20 is a copper-coated, semi-killed SFA/AWS A5.17 EM12
wire for the submerged arc and electroslag wel- EN 756 so
ding of medium and high strength structural ste-

els.
It can be combined with the following fluxes:
OK Flux 10.40, OK Flux 10.45, OK Flux 10.50

(ESW), OK Flux 10.61, OK Flux 10.62, OK Flux Wire composition

10.70, OK Flux 10.71, OK Flux 10.80, OK Flux

10.81 and OK Flux 10.83. c Si
0.1 <0.1

OK Autrod 12.22 saw

EM12K
Description Classifications
OK Autrod 12.22 is a killed, medium manganese- SFA/AWS A5.17 EM12K
alloyed, copper-coated steel wire for submerged EN 756 SoSi
arc welding in medium and high strength structu-

ral steels.

It can be combined with the following fluxes:
OK Flux 10.45, OK Flux 10.61, OK Flux 10.62,
OK Flux 10.71, OK Flux 10.81 and OK Flux Wire composition
10.83.

(o Si

0.1 0.2




OK Autrod 12.30 saw

S3

Description

OK Autrod 12.30 is a copper-coated, semi-killed,
manganese-alloyed wire for the submerged arc
welding of medium and high tensile strength
structural steels.

It can be combined with the following fluxes: OK
Flux 10.40, OK Flux 10.70, OK Flux 10.71, OK
Flux 10.81 and OK Flux 10.83.

OK Autrod 12.32 saw

EH12K

Description

OK Autrod 12.32 is a manganese-alloyed, cop-
per-coated wire for the submerged arc welding of
medium and high strength structural steels. OK
Autrod 12.32 should preferably be used together
with non-alloying or slightly alloying fluxes, such
as OK Flux 10.62, when high weld metal quality
requirements must be met.

It can also be combined with OK Flux 10.40, OK
Flux 10.61.

OK Autrod 12.40 saw

EH14

Description

OK Autrod 12.40 is a copper-coated, manga-
nese-alloyed, semi-killed wire for submerged arc
and electroslag welding.

It can be combined with OK Flux 10.62 and OK
Flux 10.50.
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Classifications

EN 756 S3

Wire composition

C Si Mn
0.10 0.10 1.6
Classifications
SFA/AWS A5.17 EH12K
EN 756 S3Si
Wire composition
C Si Mn
0.12 0.3 1.7
Classifications
SFA/AWS A5.17 EH14
EN 756 S4
Wire composition
C Si Mn
0.12 0.08 1.9



OK Flux 10.30 SAW

EN 760: SA Z 1 65 AC

Type Basic

Description

Basic, high-recovery, agglomerated flux desig-
ned primarily for the one-sided welding of mild
and high-strength steels, in combination with
mild steel and low-alloyed steel wires.

The flux has a high current capacity and is there-
fore able to withstand very high amperages. The
content of about 35% Fe powder contributes to
very high productivity. Using the three-wire tech-
nique, the one-sided welding of plates with a
thickness of up to 25 mm can be performed in
one run.

Slightly Si- and micro-alloying.

Max. amperage for single wire: max. 1300 A is
recommended. For the three-wire technique,
max. 3,100 A is recommended.

An arc voltage of 34-48 V is recommended.
Note that the flux consumption is given as kg
flux/kg wire.

Density
~1.1 kg/dm3

Basicity index
1.8

Approvals
Wire ABS LR DNV

Flux consumption, kg flux/kg wire

Voltage DC+ AC

34 1.05 1.15
38 1.30 1.40
42 1.45 1.55

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 12.10 0.6 0.2 0.6 - - 03

Typical mech. properties all weld metal

Yield Tensile
stress strength Charpy V
Wire MPa MPa °c J

OK Autrod 12.10 540 650 0 50

OK Autrod 12.10 2YT 2YT YT

Classifications

Wire EN 756

OK Autrod 12.10 S3T0ZS1
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OK Flux 10.40

Type Acid

SAW
EN 760: SF MS 1 88 AC

Description

OK Flux 10.40 is a fused, acid flux specially
designed for welding in combination with mild
steel electrodes OK Autrod 12.10 or OK Autrod
12.20. It is designed for use in the single- and
multi-pass butt welding of mild and medium ten-
sile steels with impact requirements down to a
minimum of -20°C. OK Flux 10.40 is of the man-
ganese-silicate type with high current-carrying
capacity on both AC and DC.

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 12.10 0.05 0.6 1.2 - = =
OK Autrod 12.20 0.05 0.6 1.5 - - -
OK Autrod 12.30 0.04 0.6 1.8 - = =

Density
1.5 kg/dm? Typical mech. properties all weld metal
. Yield Tensile
Basicity index stress  strength Charpy V
0.7 Wire MPa MPa °C J
OK Autrod 12.10 370 460 +20 80
0 60
-18 45
OK Autrod 12.20 395 500 +20 70
0 65
Flux consumption, kg flux/kg wire :;g jg
Voltage DC+ AC OK Autrod 12.30 440 550 +20 80
0 60
26 0.7 0.7
30 1.0 1.0
34 1.3 1.3
38 1.8 1.8
Approvals
Wire ABS LR DNV BV GL RS 1] DB VvdTUV
OK Autrod 12.10 X X X
OK Autrod 12.20 3M,3YM 3M3YM IlIYM 3YM 3YM X X X
OK Autrod 12.30 X X X

Other approvals may be applicable. Please contact ESAB.

Classifications

Wire EN 756 SFA/AWS A5.17

OK Autrod 12.10 S 350 MS S1 F6AO0-EL12/F6PO-EL12
OK Autrod 12.20 S 380 MS S2 F6A0-EM12/F6PO-EM12
OK Autrod 12.30 S 38 AMS S3
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OK Flux 10.45 SAW

Type Acid EN 760: SF MS 1 57 AC

Description

OK Flux 10.45 is a fused, acid, slightly Mn-alloy-
ing flux for submerged arc welding. It has a well-
balanced silicate slag system. In combination
with a specially-developed grain size, this slag
system makes OK Flux 10.45 ideal for applica-
tions in which welding at high speed is of primary
importance. Welding speeds of up to 5 m/minute
can easily be achieved in thin sheet materials.

Density
~1.75 kg/dm®

Basicity index
0.85

Flux consumption, kg flux/kg wire

Voltage DC+ AC

26 1.4 1.6

30 1.8 1.9

34 2.4 2.4

38 3.1 3.1
Approvals

Wire ABS LR DNV

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 12.10 0.07 0.2 1.1 - = =
OK Autrod 12.22 0.06 0.25 1.3 - - -

Typical mech. properties all weld metal

Yield Tensile

stress  strength Charpy V

Wire MPa MPa °C J
OK Autrod 12.10 375 480 +20 110
20 70

29 35

OK Autrod 12.22 420 510 +20 110
20 70

29 60

BV GL RS 1] DB  vdTUV

OK Autrod 12.10

Other approvals may be applicable. Please contact ESAB.

Classifications

Wire EN 756 SFA/AWS A5.17
OK Autrod 12.10 S 352 MS S1 F6A2-EL12/F6P2-EL12
OK Autrod 12.22 S 38 2 MS S2Si F7A2-EM12K/F6P2-EM12K
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OK Flux 10.47 SAW

Type Basic EN 760: SF AB 1 65 AC

Description

OK Flux 10.47 is a non-alloying, fused flux, spe-
cially designed for the single- and multi-pass butt
welding of mild and medium tensile strength
steels. It is not sensitive to moisture absorption
and can be used without re-baking, while yielding
low-hydrogen weld metal.

Typical applications are found in shipbuilding and
pressure vessel manufacture with impact
strength requirements down to —40°C. OK Flux
10.47 has a high current-carrying capacity on
both AC and DC.

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 12.20 0.04 0.3 0.9 - = =

Typical mech. properties all weld metal

Density
approx. 1.1 kg/dm? Yield  Tensile
stress  strength Charpy V
. Wire MPa MPa °C J
Basicity index
13 OK Autrod 12.20 365 455 20 110
) -30 90
-40 70
Flux consumption, kg flux/kg wire
Voltage DC+ AC
26 0.7 0.7
30 1.0 1.0
34 1.3 1.3
38 1.8 1.8
Approvals
Wire ABS LR DNV BV GL RS 1] DB VvdTUV
OK Autrod 12.20 X X

Other approvals may be applicable. Please contact ESAB.

Classifications

Wire EN 756

SFA/AWS A5.17

OK Autrod 12.20 S 353 AB S2
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OK Flux 10.50

Type Basic

Description

A fused, non-alloying flux, specially designed for
electroslag welding. As no alloying takes place
from the flux, the required mechanical properties
can be obtained using a suitable alloyed wire.

Density
~1.5 kg/dm3

Basicity index
2.0

ESW

Typical all weld metal composition, %

Wire

C Si

Mn Cr Ni Mo

OK Autrod 12.20
OK Autrod 12.32
OK Autrod 12.40

0.100.15 1.2 - = =
0.100.20 1.4 - - -
0.100.20 1.6 - = =

Typical mech. properties all weld metal

Yield Tensile
stress  strength Charpy V
Wire MPa MPa °C J
OK Autrod 12.20 340 480 +20 50
OK Autrod 12.32 360 500 +20 50
OK Autrod 12.40 390 540 +20 50
Flux consumption, kg flux/kg wire
Consumption fux: wire =1:20
Approvals
Wire ABS LR DNV BV GL RS DB  vdTUV
OK Autrod 12.20 X
OK Autrod 12.32 X
OK Autrod 12.40 X

Other approvals may be applicable. Please contact ESAB.
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OK Flux 10.61

Type High-basic

Description

OK Flux 10.61 is designed for the single-wire,
multi-run butt welding of mild, medium and high
tensile steels with impact strength requirements
down to -40°C/-60°C.

Due to the non-alloying effect, OK Flux 10.61 is
designed for use with a suitable alloying wire. OK
Flux 10.61 can be used on DCx.

Density
1.1 kg/dm®

Basicity index

SAW
EN 760: SA FB 1 65 DC

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 12.10 0.07 0.15 0.5 - = =
OK Autrod 12.22 0.08 0.35 1.0 - - -
OK Autrod 12.32 0.09 0.3 1.4 - = =

Typical mech. properties all weld metal

2.8 Yield  Tensile
stress  strength Charpy V
Wire MPa MPa °C J
OK Autrod 12.10 355 445  +20 180
-10 130
-20 100
OK Autrod 12.22 440 520 -20 130
-30 80
Flux consumption, kg flux/kg wire :gg gg
Voltage DC+ AC OK Autrod 12.32 440 550 -20 110
-40 90
26 0.6 -50 55
-51 55
30 0.9
62 4
34 1.2 6 0
38 1.4
Approvals
Wire ABS LR DNV BV GL RS 1] DB VvdTUV
OK Autrod 12.10 X X X

Other approvals may be applicable. Please contact ESAB.

Classifications

Wire EN 756 SFA/AWS A5.17
OK Autrod 12.22 S 38 4 FB S2Si F7A8-EM12K/F6P8-EM12K
OK Autrod 12.32 S 425 FB S3Si F7A6-EH12K/F7P8-EH12K
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OK Flux 10.62

Type High-basic

Description

OK Flux 10.62 is an all-mineral, non-alloying,
high-basic flux. The weld metal can be fully con-
trolled through the suitable choice of wires, inde-
pendently of the welding parameters. It is
therefore very suitable for the multi-run welding
of thick materials using the single-wire and multi-
ple-wire technique. OK Flux 10.62 is designed for
the multi-pass butt welding of mild, medium and
high tensile steels, as well as low-alloyed steels,
with an impact strength down to -40°/-60°C. As it
is a flux of the high-basic type, OK Flux 10.62
has a high current-carrying capacity on both AC
and DC. To increase productivity with no loss of
mechanical properties, OK Flux 10.62 is best
used together with iron powder addition. OK Flux
10.62 is especially suitable for narrow gap wel-
ding, due to the good slag detachability and
smooth side-wall blending. Pressure vessels for
nuclear applications and offshore constructions
in which good CTOD values are required are two

SAW
EN 760: SA FB 1 55 AC H5

Flux consumption, kg flux/kg wire

Voltage DC+ AC
26 0.7 0.6
30 0.9 0.75
34 1.2 1.0
38 1.5 1.25

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo
OK Autrod 12.22 0.07 0.30 1.0 - - -
OK Autrod 12.32 0.100.35 1.6 - - -
OK Autrod 12.32/

OK Grain 21.85 010 04 1.6 - -~
OK Autrod 12.40 0.080.12 1.9 - - -

Typical mech. properties all weld metal

Yield Tensile
stress  strength Charpy V
Wire MPa MPa °c J

areas in which OK Flux 10.62 can be success- OK Autrod 12.22 410 500 O 170
fully used. It operates optimally at the lower end -20 160
of the voltage range. gg 38
OK Flux 10.62 yields low-oxygen weld metal 62 35
(approx. 300 ppm) and produces low-hydrogen OK Autrod 12.32 475 570 420 175
weld metal (lower than 5 mil/100 g). 0 150
-30 130
Density IR
approx. 1.1 kg/dm3 OK Autrod 12.32/ 475 540 -40 110
OK Grain 21.85 -60 75
Basicity index OK Autrod 12.40 530 620 620 14118
3.4 -20 80
-40 50
-51 40
Approvals
Wire ABS LR DNV GL RS 1] DB VdTUV
OK Autrod 12.22 3M, 3YM 3M,3YM llIYM A3,3YM  3YM X
OK Autrod 12.32 4Y42M  4Y40M  IVY42M  A4Y42M  4Y42M 3YM X X X

Other approvals may be applicable. Please contact ESAB.

Classifications

SFA/AWS A5.17

Wire EN 756

OK Autrod 12.22 S 38 5 FB S2Si
OK Autrod 12.32 S 46 6 FB S3Si
OK Autrod 12.40 S 504 FB S4

F7A8-EM12K/F6P8-EM12K
F7A8-EH12K/F7P8-EH12K
F7A6-EH14/F7P6-EH14
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OK Flux 10.70 SAW

Type Basic  EN760:SAAB 179 AC

Description

OK Flux 10.70 is specially designed for welding
with OK Autrod 12.10 and OK Autrod 12.20 in the
butt and fillet welding of mild, medium and high
tensile steels with impact requirements down to
-20°C. OK Flux 10.70 is of the aluminate basic
type and, for this slag system, it has a very high
current-carrying capacity on both AC and DC. As
it is an alloying flux with significant Si and Mn
pick-up, it is most suitable for applications with
high base material dilution — in other words, in fil-
let welding and butt welding with a small number
of passes in single- or multi-wire systems.

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 12.10 0.05 0.5 1.7 - = =
OK Autrod 12.20 0.06 0.6 1.9 - - -

Typical mech. properties all weld metal

Density Yield  Tensile
3 stress  strength Charpy V
approx. 1.1 kg/dm Wire MPa MPa °C J
Basicity index OK Autrod 12.10 430 520 +20 125
0 100
1.7 -20 70
30 55
-40 40
Flux consumption, kg flux/kg wire OK Autrod 1220 470 580 320 188
20 75
Voltage DC+ AC 29 50
26 0.65 0.5
30 0.9 0.75
34 1.15 1.0
38 1.45 1.2
Approvals
Wire ABS LR DNV BV GL RS 1] DB VvdTUV
OK Autrod 12.10 3TM, 3T, T  A3,3YM, 3TM, X X X
3YM 3YM  (lliYM) 3T 3YM
OK Autrod 12.20 X X X

Other approvals may be applicable. Please contact ESAB.

Classifications

Wire EN 756 SFA/AWS A5.17
OK Autrod 12.10 S 42 3 AB St F7A4-EL12/F7P4-EL12
OK Autrod 12.20 S 46 3 AB S2 F7A2-EM12/F7P2-EM12

78



OK Flux 10.71 SAW

Type Basic EN 760: SA AB 1 67 AC H5

Description

OK Flux 10.71 is a basic agglomerated, slightly
Si- and Mn-alloying flux for submerged arc wel-
ding, specially designed for fillet welding and for
the single- and multi-pass butt welding of mild,
medium and high tensile steels. OK Flux 10.71 is
of the aluminate basic type and, for this slag sys-
tem, it has a very high current-carrying capacity
on both AC and DC and very good operating
characteristics. OK Flux 10.71 is ideally suited to
narrow gap welding due to the excellent slag
detachability and smooth side-wall blending.

Density
approx. 1.2 kg/dm?

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 12.10 0.04 0.3 1.0 - = =
OK Autrod 12.20 0.05 0.3 1.35 - - -
OK Autrod 12.22 0.08 0.5 1.4 - = =
OK Autrod 12.30 0.09 0.4 1.65 - - -
OK Autrod 12.32 0.09 0.5 2.0 - = =

Typical mech. properties all weld metal

Yield Tensile

stress  strength Charpy V
AT Wire MPa MPa °C J
Basicity index
1.6 OK Autrod 12.10 360 465 0 125
. 20 95
-30 75
-40 65
OK Autrod 12.20 410 510 +20 135
0 125
. . 20 80
Flux consumption, kg flux/kg wire -40 55
OK Autrod 12.22 425 520 520 14518
Voltage DC+ AC -20 100
-40 60
26 0.6 0.5 -46 40
30 0.85 07 OK Autrod 12.30 480 580 20 130
34 1.15 0.95 gg gg
38 1.35 115 OK Autrod 12.32 480 580 520 120
20 95
-40 65
-46 40
Approvals
Wire ABS LR DNV GL RS 1] DB VvdTUV
OK Autrod 12.10 3Mm 3M 1Y, A3M 3M X X X
OK Autrod 12.20 3M, 3YM 3M, 3YM  1lIIYM 3YM 3YM X X X
OK Autrod 12.22 4Y400M 4Y40M IVY40M A 4Y40M 4Y40M X X X
OK Autrod 12.30 X X X

Other approvals may be applicable. Please contact ESAB.

Classifications

SFA/AWS A5.17

Wire EN 756

OK Autrod 12.10 S 354 AB St
OK Autrod 12.20 S384 ABS2
OK Autrod 12.22 S 38 4 AB S2Si
OK Autrod 12.30 S 46 3 AB S3
OK Autrod 12.32 S 46 4 AB S3Si

F6A4-EL12/F6P5-EL12
F7A4-EM12/F6P4-EM12
F7A5-EM12K/F6P5-EM12K

F7A5-EH12K//F7P5-EH12K

79



OK Flux 10.72

Type Basic

Description

Agglomerated aluminate-basic flux with an extre-
mely high current-carrying capacity, for applica-
tions with toughness requirements down to
-50°C. Excellent slag removal, also in narrow V-
joints. Ideal for structural steels, fine-grained ste-
els and low-temperature steels. Specially desig-
ned for windmill tower fabrication. Suitable for
single- and multi-wire procedures and for both
DC and AC welding. Designed for the single-
layer and multi-layer welding of unlimited plate
thickness.

SAW

EN 760: SA AB 1 57 AC

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 1220 0.05 02 15 - - -
OK Autrod 12.22 0.05 0.3 15 - - -

Typical mech. properties all weld metal

Density
1.1 kg/dm® Yield  Tensile
stress  strength Charpy V
. Wire MPa MPa °C J
Basicity index
19 OK Autrod 12.20 415 500 -30 125
) -40 100
-50 70
-62 50
OK Autrod 12.22 415 500 -30 120
Flux consumption, kg flux/kg wire :gg 198
Voltage DC+ AC 62 50
26 0.7 0.6
30 1.0 0.9
34 1.3 1.2
38 1.5 1.4
Approvals
Wire ABS LR DNV BV GL RS 1] DB VvdTUV
OK Autrod 12.20 X X X
OK Autrod 12.22 X X X

Other approvals may be applicable. Please contact ESAB.

Classifications

Wire EN 756 SFA/AWS A5.17
OK Autrod 12.20 S385ABS2 F7A8-EM12/F6P8-EM12
OK Autrod 12.22 S 38 5 AB S2Si F7A8-EM12K/F6P8-EM12K
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OK Flux 10.73

Type Basic

Description

Aluminate-basic agglomerated flux designed pri-
marily for the multi-wire pipe welding of mild and
high-strength pipe-steel grades. Due to its metal-
lurgical design, the flux does not produce hard
spots in pipe-welding applications.

Density
~1.1 kg/dm3

Basicity index
1.3

Flux consumption, kg flux/kg wire

Voltage DC+ AC
26 0.8 0.6
30 1.15 0.75
34 1.35 1.0
38 1.5 1.3

Classifications

Wire EN 756

SAW

EN 760: SA AB 1 66 AC H5

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 12.22 0.06 0.3 1.0 - = =

Typical mech. properties all weld metal

Yield Tensile
stress  strength Charpy V
J

Wire MPa MPa °C

OK Autrod 12.22 400 500 O 150
-30 140
-40 100

SFA/AWS A5.17

OK Autrod 12.22 S 38 4 AB S2Si

81



OK Flux 10.76 SAW

Type Basic EN 760: SA AB 1 79 AC

Description

OK Flux 10.76 is specially designed for welding
with OK Autrod 12.10 in the butt and fillet welding
of mild, medium and high tensile steels with
impact requirements down to -20°C. OK Flux
10.76 is of the aluminate basic type and, for this
slag system, it has a very high current-carrying
capacity on both AC and DC. As it is an alloying
flux with significant Si and Mn pick-up, it is most
suitable for applications with high base material
dilution — in other words, in fillet welding and butt
welding with a small number of passes in single-
or multi-wire systems.

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 12.10 0.06 0.05 1.9 - = =

Typical mech. properties all weld metal

Density Yield  Tensile

3 stress  strength Charpy V
1.1 kg/dm Wire MPa MPa °C  J
Basicity index OK Autrod 12.10 450 540 0 100
17 20 70
: 30 55

-40 45
Flux consumption, kg flux/kg wire
Voltage DC+ AC
26 0.65 0.5
30 0.9 0.75
34 1.15 1.0
38 1.45 1.2
Approvals
Wire ABS LR DNV BV GL RS 1] DB VvdTUV
OK Autrod 12.10 38TM, 3YM,3YT IIYTM A3TM, 3YTM
3YTM A3YTM

Other approvals may be applicable. Please contact ESAB.

Classifications

Wire EN 756

SFA/AWS A5.17

OK Autrod 12.10 S 42 3 AB St
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OK Flux 10.80 SAW

Type Neutral EN760:SACS 189 AC

Description

OK Flux 10.80 is designed for use in the single-
and multi-pass butt welding of mild and medium
tensile steels where moderate impact strength is
required. OK Flux 10.80 is of the calcium-silicate
type with a very high current-carrying capacity,
even at low welding speeds with both AC and
DC.

OK Flux 10.80 is excellent for the butt welding of
materials from 10 to 30 mm thickness and is
used in the shipbuilding industry, for example.
OK Flux 10.80 is specially designed for use in
combination with OK Autrod 12.10 or OK Autrod
12.20 in single- or multi-wire systems.

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 12.10 0.07 0.7 1.4 - = =
OK Autrod 12.20 0.09 0.6 1.7 - - -
OK Autrod 12.30 0.09 0.7 2.0 - = =

Typical mech. properties all weld metal

Yield Tensile

Density stress  strength Charpy V
11 kg/dm3 Wire MPa MPa °C J
OK Autrod 12.10 410 520 +20 110
== - O 80
Basicity index b0 45
11 29 40
OK Autrod 12.20 460 560 +20 90
Flux consumption, kg flux/kg wire 920 gg
Voltage DC+ AC OK Autrod 12.30 510 600 +20 90
0 60
26 0.5 0.45
30 0.7 0.6
34 1.0 0.85
38 1.25 1.1
Approvals
Wire ABS LR DNV GL RS 1] DB VvdTUV
OK Autrod 12.10 X
OK Autrod 12.20 X X
OK Autrod 12.30 X X

Other approvals may be applicable. Please contact ESAB.

Classifications

SFA/AWS A5.17

Wire EN 756

OK Autrod 12.10 S380CS St
OK Autrod 12.20 S420CS S2
OK Autrod 12.30 S 46 0CS S3

F7A2-EL12/F6PO-EL12
F7A2-EM12/F6P0-EM12
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OK Flux 10.81 SAW

Type Acid EN 760: SA AR 1 97 AC

Description

OK Flux 10.81 is an acid agglomerated Si- and
Mn-alloying flux for submerged arc welding, most
suitable for applications where the dilution of
base metal is high, e.g. in fillet welding and butt
welding of thin and medium thick plates with a
small number of passes. The excellent welding
properties associated with the acid slag system
of OK Flux 10.81 permit high travel speeds in
butt welding, i.e. the spiral welding of thin-walled
pipes and fillet welding, where good bead shape,
excellent slag removal and top-class surface
finish are essential.

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 12.10 0.06 0.8 1.2 - = =
OK Autrod 12.20 0.07 0.8 1.45 - - -
OK Autrod 12.22 0.07 09 15 - = =
OK Autrod 12.30 0.08 0.8 1.75 - - -

Typical mech. properties all weld metal

Density Yield  Tensile
3 stress  strength Charpy V
approx. 1.25 kg/dm Wire MPa MPa °C )
Basicity index OK Autrod 12.10 450 540 +20 50
0 30
0.6
OK Autrod 12.20 510 610 +20 80
0 60
-18 40
Flux consumption, kg flux/kg wire OK Autrod 12.22 530 610 +20 60
OK Autrod 12.30 540 640 +20 75
Voltage DC+ AC 0 60
26 0.6 0.5
30 0.8 0.65
34 1.05 0.9
38 1.35 1.25
Approvals
Wire ABS LR DNV BV GL RS U DB  vdTUV
OK Autrod 12.10 X X X
OK Autrod 12.20 2TM 2TM IYTM  A22YTM  2YTM X x
2YTM  2YTM
OK Autrod 12.30 X X X

Other approvals may be applicable. Please contact ESAB.

Classifications

Wire EN 756 SFA/AWS A5.17

OK Autrod 12.10 S 42 A AR S1 F7AZ-EL12/F7PZ-EL12

OK Autrod 12.20 S 46 0 AR S2 F7AO0-EM12/F7PZ-EM12
OK Autrod 12.22 S 50 A AR S2Si F7AZ-EM12K/F7PZ-EM12K
OK Autrod 12.30 S500ARS3
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OK Flux 10.83 SAW

Type Acid EN 760: SA AR 1 85 AC

Description

An acid, agglomerated flux for the high-speed,
single-pass welding of butt, lap and fillets which
are well washed and free from undercut, even at
speeds in excess of 3 metres per minute. It is pri-
marily used with DC single- and twin-arc wire
systems at currents of up to 1300 A. It is recom-
mended for the high-speed welding of heat
exchanger tubes, storage tanks, building beams
and rail car panels.

Density
~1.4 kg/dm3

Basicity index
0.3

Flux consumption, kg flux/kg wire

Voltage DC+ AC

26 0.8 0.5

30 1.1 0.8

34 1.4 1.0

38 1.8 1.4
Approvals

Wire ABS LR DNV

Typical all weld metal composition, %

Wire C Si Mn Cr Ni Mo

OK Autrod 12.22 0.05 0.8 0.9 - = =
OK Autrod 12.51 0.04 1.3 1.3 - - -

Typical mech. properties all weld metal

Yield Tensile
stress  strength Charpy V
Wire MPa MPa °C J
OK Autrod 12.22 470 560 +20 50
0 30
OK Autrod 12.51 530 610 +20 25
BV GL RS 1] DB  vdTUV

OK Autrod 12.22

Other approvals may be applicable. Please contact ESAB.

Classifications

Wire EN 756 SFA/AWS A5.17
OK Autrod 12.22 S42 Z AR S2Si F7AZ-EM12K/F7PZ-EM12K
OK Autrod 12.51 S46 ZAR SO F7AZ-EH11K/F7PZ-EH11K
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Low-alloyed steels —
ESAB

Contents P
Designation EN SFA/AWS Page
SMAW

OK 48.08 E4651NiB32H5 E7018-G 91
OK 73.05 - E7018-G 92
OK 73.08 E465ZB 32 E8018-G 93
OK 73.15 E 46 5 Mn1Ni B 42 H5 E8018-G 94
OK 73.68 E 46 6 2Ni B 32 H5 E8018-C1 95
OK 73.79 E 46 6 3Ni B12 H5 E8016-C2 96
OK 74.46 EMoB42H5 E7018-A1 97
OK 74.70 E 50 4 MnMo B 42 H5 E8018-G 98
OK 74.78 E 55 4 MnMo B 120 20BH E9018-D1 99
OK 74.86 Tensitrode - E10018-D2 100
OK 75.75 E 69 4 Mn2NiCrMoB 42 H5 E11018-G 101
OK 75.78 E896ZB42H5 - 102
OK 76.16 ECrMo1B42H5 E8018-B2-H4R 103
OK 76.26 E CrMo2 B 42 H5 E9018-B3 104
OK 76.35 E CrMo5 B 42 H5 E8015-B6 105
OK 76.96 E CrMo9 B 42 H5 E8015-B8 106
OK 76.98 E CrMo 91 B 42 H5 E9015-B9 (nearest) 107
OK 78.16 - E9018-G 108
FILARC 75S E 46 6 2NiB 32 H5 E8018-C1 109
FILARC 76S E 42 6 Mn1Ni B 32 H5 E7018-G 110
FILARC 88S E 50 6 Mn1NiB 12 H5 E8016-G 111
FILARC 98S E 55 6 Mn1NiMo B T 32 H5 E9018-G 112
FILARC 108 E 62 5 Mn2NiMo B 42 E10018-M 113
FILARC 118 E 69 5 Mn2NiMo B 32 H5 E11018-M 114
OK 22.46P E422C21 E7010-G 115
OK 22.47P E463 1NiC 21 E8010-G 116
OK 22.48P E 50 2 1NiMo C 21 E9010-G 117
OK 22.85P E 422 Mo C 21 E7010-A1 118
FCAW

OK Tubrod 14.01 T422ZMM2H10 E70C-GM 119
OK Tubrod 14.02 T502ZMM2H10 E80C-G 120
OK Tubrod 14.03 T 69 4 Mn2NiMo M M 2 H10 E110C-G 122
OK Tubrod 14.04 T4262NiM M 2 H10 E70C-G 123
OK Tubrod 14.05 T424ZMM2H10 E70C-G 124
OK Tubrod 15.09 T694ZP MH5 - 126
OK Tubrod 15.11 T5062Ni P MH5 E81T1-Ni2M 127
OK Tubrod 15.17 T463 1NiP C2H5, T 464 1Ni P M H5 E81T1-Ni1M 128
OK Tubrod 15.19 - E81T1-Ni1M 129
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Low-alloyed steels .
Contents Pt
Designation EN SFA/AWS Page
OK Tubrod 15.20 - E81T5-B2M 130
OK Tubrod 15.22 - E90T5-B3 131
OK Tubrod 15.24 T465ZBM2H5 E80T5-G 132
OK Tubrod 15.25 T42622NiBM2H5 E70T5-G 133
OK Tubrod 15.27 - E110T5-G 134
FILARC PZ6116S T4661.5NiP C1H5 E81T1-K2 JH4 138
FILARC PZ6125 T426 1INiBM 1 H5 E71T-5G 139
FILARC PZ6138 T4651NiPM1H5 E81T1-Ni1MJ H4 140
FILARC PZ6138SR T4661NiPM1H5 E81T1-Ni1M J 141
GMAW

OK AristoRod 13.08  G4Mo ER80S-D2 142
OK AristoRod 13.09  G2Mo ER80S-G 143
OK AristoRod 13.12 G CrMo1Si ER80S-G 144
OK AristoRod 13.13 G Mn3NiCrMo ER100S-G 145
OK Autrod 13.16 - ER80S-B2 146
OK Autrod 13.17 = ER90S-B3 147
OK AristoRod 13.22 G CrMo2Si ER90S-G 148
OK Autrod 13.23 = ER80Sni1 149
OK Autrod 13.25 - ER100SG 150
OK AristoRod 13.26 - ER80SG 151
OK Autrod 13.28 G2Ni2 ER80S-Ni2 152
OK AristoRod 13.29 G Mn3Ni1CrMo ER100S-G 153
OK AristoRod 13.31 G Mn4Ni2CrMo ER110S-G 154
GTAW

OK Tigrod 13.08 W 46 2 W4Mo ER80S-D2 155
OK Tigrod 13.09 W MoSi ER80SG 156
OK Tigrod 13.12 W CrMo1Si ER80S-G 157
OK Tigrod 13.13 Mn3NiCrMo ER100S-G 158
OK Tigrod 13.16 = ER80S-B2 159
OK Tigrod 13.17 - ER90S-B3 160
OK Tigrod13.22 W CrMo2Si ER90S-G 161
OK Tigrod 13.23 - ER80S-Ni1 162
OK Tigrod 13.26 = ER80S-G 163
OK Tigrod 13.28 W 2Ni2 ER80S-Ni2 164
OK Tigrod 13.32 W CrMo5 ER80S-B6 165
OK Tigrod 13.37 W CrMo9 ER80S-B3 166
OK Tigrod 13.38 W CrMo91 ER90S-B9 167

89



Low-alloyed steels —
ESAB

Contents P
Designation EN SFA/AWS Page
SAW

OK Autrod 12.24 S Mo EA2 168
OK Autrod 12.34 S MnMo EA4 168
OK Autrod 12.44 S4Mo EA3 168
OK Autrod 13.10 SC S CrMo1 EB2R 169
OK Autrod 13.20 SC S CrMo2 EB3R 169
OK Autrod 13.21 S2Ni1 ENi1 169
OK Autrod 13.24 SO EG 170
OK Autrod 13.27 S2Ni2 ENi2 170
OK Autrod 13.36 SO EG 170
OK Autrod 13.40 S3Ni1Mo EG 171
OK Autrod 13.43 S3Ni2.5CrMo EG 171
OK Autrod 13.44 S3Ni1.5CrMo EG 171
OK Autrod 13.49 S2Ni3 ENi3 172
OK Autrod 13.64 SO EG 172
OK Tubrod 14.02S - F7AZ-EC-A4 121
OK Tubrod 14.07S = F9AZ-EC-B2 125
OK Tubrod 15.21TS - F7A2-EC-A4 135
OK Tubrod 15.24S = F7P8-EC-G 136
OK Tubrod 15.25S - F7A8-EC-Ni2 137
OK Flux 10.40 SFMS 188 AC - 173
OK Flux 10.47 SF AB 1 65 AC H5 = 174
OK Flux 10.50 - - 175
OK Flux 10.61 SAFB 165 DC = 176
OK Flux 10.62 SA FB 155 AC H5 - 177
OK Flux 10.63 SA FB 1 55 AC H5 = 179
OK Flux 10.70 SAAB 179 AC - 180
OK Flux 10.71 SA AB 1 67 AC H5 = 181
OK Flux 10.72 SA AB 157 AC - 182
OK Flux 10.73 SA AB 1 66 AC H5 = 183
OK Flux 10.74 SA AB 1 67 AC H5 - 184
OK Flux 10.81 SA AR 197 AC = 185
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OK 48.08

Type Lime-basic

SMAW
E7018-G

Description

OK 48.08 is an LMA electrode with very good
mechanical properties suitable for demanding
applications, such as offshore. The weld metal
contains approximately 1% Ni for high impact
values down to -40°C. The coating is of the latest
LMA type for optimum resistance to porosity and
hydrogen cracking. OK 48.08 is CTOD tested.

Recovery
125%

Welding current
AC, DC+(-) OCV 65 V

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.0 300 55-80 22
2.5 350 75-110 27
3.2 350 110-150 22
3.2 450 110-150 22
4.0 350 150-200 22
4.0 450 150-200 22
5.0 450 190-275 23
6.0 450 220-360 26

Classifications

SFA/AWS A5.5 E7018-G
EN 499 E 46 5 1NiB 32 H5
ISO 2560 E515B12024 H

Typical all weld metal composition, %

C Si Mn Ni

0.06 0.4 1.2 0.8

Typical mech. properties all weld metal

Yield stress, MPa 540

Tensile strength, MPa 600

Elongation, % 26

Charpy V

Test temps, °C  Impact values, J

-20 160

-40 130

-50 100

-60 60
Approvals

ABS 3H5 3Y

CL EN 499

DB 10.039.31

DNV 4Y40H5

DS EN 499

GL 4YH5

LR 4Y40 H15

Sepros UNA 409819

SS EN 499

unT EN 499

u . 10.039/1

vdTUv 05778

N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode

0.57 135.1 0.6 42
0.57 88.2 1.0 41
0.62 42.3 1.3 66
0.66 30.0 1.4 85
0.66 26.5 2.0 68
0.69 20.3 2.0 90
0.69 14.0 3.0 85
0.66 10.0 3.8 95

91



OK 73.05

Type Basic

SMAW
E7018-G

Description

Welds in offshore flowlines welded with standard
1% Ni consumables have demonstrated corro-
sion resistance that is considerably lower than
that of the base material. OK 73.05 has been
alloyed with Cr/Cu to provide increased corrosion
resistance at the level of the base material. It is a
basic electrode with very good welding characte-
ristics, specially designed for pipe welding.

Recovery

Welding current
DC+-AC OCV 65V

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 75-105 22
3.2 450 90-130 22
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Classifications

SFA/AWS A5.5 E7018-G

Typical all weld metal composition, %

C Si Mn Cr Cu

0.04 0.5 0.6 0.6 0.3

Typical mech. properties all weld metal

Yield stress, MPa 480
Tensile strength, MPa 550
Elongation, % 26
Charpy V
Test temps, °C Impact values, J
-20
-40 60
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.69 61 0.94 63
0.62 33 1.1 101



OK 73.08

Type Lime-basic

SMAW
E8018-G

Description

OK 73.08 is a NiCu-alloyed LMA electrode,
which deposits a weld metal with good corrosion
resistance to sea-water and flue gases, for the
welding of weatherproof steel and for ship’s hull
structural steel. The weld metal has excellent
mechanical properties. It is particularly suitable
for welding the shell plating of ice-breakers and
other ships, which work under conditions where
the protective paint coating wears off.

Recovery
125%

Welding current
AC, DC(+) OCV 65 V

LIL=RT

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.0 300 60-90 20
2.5 350 80-115 21
3.2 350 100-150 23
3.2 450 100-150 22
4.0 450 130-200 23
5.0 450 190-280 27
6.0 450 240-370 28

Classifications

SFA/AWS A5.5 E8018-G
EN 499 E465ZB 32
ISO 2560 E515B12026 H

Typical all weld metal composition, %

C Si
0.06 0.4

Mn Ni
1.0 0.7

Cu
0.4

Typical mech. properties all weld metal

Yield stress, MPa 500
Tensile strength, MPa 590
Elongation, % 27
Charpy V
Test temps, °C  Impact values, J
-20 1
-40 130
-50 70
Approvals
ABS 3H5, 3Y
BV 3Y HH
DB 10.039.20
DNV 3YH10
DS EN 499
GL 3YH15
LR 3,3Y H15
RS 3YHH
Sepros UNA 485154
SFS EN 499
SS EN 499
ubnT EN 499
u . 10.039/1
VdTuv 02115
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.62 113.0 0.7 42
0.62 66.0 0.9 59
0.62 43 1.2 68
0.66 30.5 1.3 90
0.68 20.0 1.8 100
0.70 13.5 2.6 106
0.68 9.5 3.3 115
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OK 73.15

Type Basic

SMAW
E8018-G

Description

OK 73.15 is a basic electrode with very good
welding characteristics. The electrode is of the
AWS 8018-G type and yields a weld metal
alloyed with about 0.9% Ni. It meets the impact
requirements down to -50°C. The coating is of
the low-moisture absorption type and the diffu-
sible hydrogen content is below 5ml/100g weld
metal.

Recovery

Welding current
DC+(-)

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 55-110 25
3.2 450 80-145 22
4.0 450 110-200 23
5.0 450 155-290 23
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Classifications

SFA/AWS A5.5
EN 499

E8018-G
E 46 5 Mn1Ni B 42 H5

Typical all weld metal composition, %

C Si Mn Ni

0.06 0.4 1.4 0.9

Typical mech. properties all weld metal

Yield stress, MPa >460
Tensile strength, MPa 550-680
Elongation, % >20
Charpy V
Test temps, °C  Impact values, J
-50 >47
Approvals
ABS 3H5, 3Y
DNV 4Y 46 H5
LR 3,4Y
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.63 80.6 1.0 46
0.64 32.6 1.3 85
0.64 21.9 1.9 86
0.67 13.2 2.9 93



OK 73.68

Type Lime-basic

SMAW
E8018-C1

Description

OK 73.68 is a 2.5% nickel-alloyed LMA electrode
suitable for the welding of low-alloy steels with
impact requirements down to -60°C. The compo-
sition of the weld metal is such that good, low-
temperature impact properties are obtained,
even when welding vertically up. The weld metal
of OK 73.68 is also noted for its good corrosion
resistance to sea-water and sulphuric acid
fumes.

Recovery
120%

Welding current
AC, DC+ OCV 65V

LIL=RT

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.0 300 55-75 21
2.5 350 70-110 23
3.2 450 105-150 23
4.0 450 140-190 23
5.0 450 190-270 27

Classifications

SFA/AWS A5.5
EN 499

E8018-C1
E 46 6 2Ni B 32 H5

Typical all weld metal composition, %

C Si
0.05 0.3

Mn Ni
1.0 2.4

Typical mech. properties all weld metal

Yield stress, MPa 520
Tensile strength, MPa 610
Elongation, % 26
Charpy V
Test temps, °C  Impact values, J
-55 110
-59 105
-60 105
Approvals
ABS 3H5, 3Y400
BV upP
CL EN 499
DNV 5YH10
GL 6Y55H10
LR 5Y40H15
PRS 4YH10
RS 3YHH
Sepros UNA 485154
SFS EN 499
UDT, EN 499
vdTUv 01529
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.62 130.0 0.6 46
0.62 70.0 0.9 55
0.62 32.0 1.4 81
0.65 21.0 2.0 88
0.65 13.5 25 104

95



OK 73.79

Type Lime-basic

SMAW
E8016-C2

Description

OK 73.79 is a nickel-alloyed, LMA electrode for
welding 3.5 Ni steel with impact requirements
down to -101°C. It is used, for example, for
ethane tanks and chemical plants.

Recovery
100%

Welding current
AC, DC (+-) OCV 65V

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 70-110 25
3.2 350 80-150 25
3.2 450 80-150 25
4.0 450 90-190 27
5.0 450 110-240 29
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Classifications

SFA/AWS A5.5
EN 499

E8016-C2
E 46 6 3Ni B12 H5

Typical all weld metal composition, %

C Si Mn Ni

0.06 0.3 0.6 3.3

Typical mech. properties all weld metal

Yield stress, MPa 520

Tensile strength, MPa 610

Elongation, % 26

Charpy V

Test temps, Impact Test temps, Impact

°C values, J °C values, J

-55 170 -95 40

-60 160 -101 35

-73 90
Approvals

DNV 5YH10

RS 5Y46HH

N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode

0.60 76 0.8 60
0.60 39 1.4 71
0.60 37 1.5 77
0.63 26 1.8 88
0.60 15 21 100



OK 74.46

Type Lime-basic

SMAW
E7018-A1

Description

OK 74.46 is an LMA electrode alloyed with 0.5%
Mo for welding steels for pressure vessels. The
running characteristics make it suitable for wel-
ding joints in inclined positions. The composition
of the coating is adapted for welding with low cur-
rents, making OK 74.46 very suitable for the wel-
ding of pipes.

Recovery
115%

Welding current
DC+, ACOCV 65V

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.0 300 55-80 22
2.5 350 75-110 23
3.2 350 105-150 23
3.2 450 105-150 25
4.0 450 140-200 26
5.0 450 190-270 27
6.0 450 260-370 28

Classifications

SFA/AWS A5.5 E7018-A1
EN 1599 E Mo B 42 H5
ISO 3580 E Mo B 20

Typical all weld metal composition, %

C Si
0.06 0.5

Mn
0.7

Mo
0.5

Typical mech. properties all weld metal

Yield stress, MPa 460
Tensile strength, MPa 560
Elongation, % 27
Charpy V
Test temps, °C  Impact values, J
+20 1
0 >31
Approvals
CL EN 1599
SFS EN 1599
UDT, DIN 8575
VdTUv 01043
N. B. H. T.
Kgweld No.of elec- Kgweld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.59 136.0 0.7 40
0.59 73.0 0.9 55
0.54 53.0 1.0 66
0.59 37.0 1.2 81
0.65 22,5 1.8 90
0.65 14.5 24 104
0.65 10.0 3.4 108
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OK 74.70

Type Lime-basic

SMAW
E8018-G

Description

OK 74.70 is an LMA electrode used for welding
high strength, low-alloyed steel. The electrode is
designed for various applications, including pipe-
lines.

Recovery
115%

Welding current
DC+(-)

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
3.2 350 80-140 23
4.0 350 90-190 23
4.0 450 90-190 24
5.0 450 150-250 23
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Classifications

SFA/AWS A5.5
EN 499

E8018-G
E 50 4 MnMo B 42 H5

Typical all weld metal composition, %

C Si Mn Mo

0.08 0.4 1.5 0.4

Typical mech. properties all weld metal

Yield stress, MPa 540
Tensile strength, MPa 630
Elongation, % 26
Charpy V
Test temps, °C  Impact values, J
-20 1
-40 80
-60 50
Approvals
Sepros UNA 485155
VNIIST
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.58 50.0 1.14 63
0.61 31.6 1.60 71
0.63 23.4 1.66 93
0.65 15.0 2.30 102



OK 74.78

Type Lime basic

SMAW
E9018-D1

Description

OK 74.78 is an LMA electrode suitable for wel-
ding high tensile steels used in low-temperature
applications. Good notch toughness down to -
40°C. Very suitable for both the enclosed welding
and cladding of rails, when a hardness of about
250 HV is required. The moisture content of the
coating is very low, which makes OK 74.78 suita-
ble when preheating cannot be applied.

Recovery
125%

Welding current
AC,DC+0OCV 70V

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.0 300 55-80 22
2.5 350 75-100 22
3.2 450 105-140 23
4.0 450 140-190 23
5.0 450 190-260 24
6.0 450 240-340 24

Classifications

SFA/AWS A5.5
EN 757

E9018-D1
E 55 4 MnMo B 120 20BH

Typical all weld metal composition, %

C Si
0.06 0.4

Mn
1.5

Mo
0.4

Typical mech. properties all weld metal

Yield stress, MPa 600
Tensile strength, MPa 650
Elongation, % 24
Charpy V
Test temps, °C  Impact values, J
0 1
-20 90
-51 60
Approvals
ABS 3H5, 3Y
BV 3Y HH
DB 10.039.17
DB 20.039.02
DNV 3YH10
DS EN 1599
LR 3,3Y H15
Sepros UNA 481555
SS EN 1599
unT DIN 8529
u . 10.039/3
vdTUv 01027
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.62 136.0 0.7 38
0.62 73.0 0.9 55
0.65 32.0 1.3 86
0.65 20.5 1.8 97
0.68 14.0 2.6 100
0.69 10.0 3.6 103
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OK 74.86 Tensitrode swaw

Type Basic

Description

A basic coated electrode for steels and castings

with U.T.S. of min. 690 MPa.

Recovery
120%

Welding current
DC+, ACOCV 70V

LR

Welding parameters

Diameter,

100

Length,
mm
350
450
450
450
450

Welding  Arc voltage,
Vv

current, A
75-100
110-140
150-190
190-260
240-340

E10018-D2

22
22
23
23
23

Classifications

SFA/AWS A5.5 E10018-D2
BS 2493 (1985) 2Mn Mo BH

Typical all weld metal composition, %

C Si Mn Ni Mo

0.07 0.6 1.8 0.7 0.4

Typical mech. properties all weld metal

Yield stress, MPa >610
Tensile strength, MPa >690
Elongation, % >16
Charpy V
Test temps, °C  Impact values, J
-51 >30

N B H T.

Kgweld No.of elec- Kgweld  Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode

0.61 69.4 0.86 60.1
0.62 33.0 1.3 84.0
0.62 22.4 1.72 93.4
0.68 14.3 2.72 92.6
0.69 9.7 3.9 94.8



OK 75.75

Type Lime-basic

SMAW
E11018-G

Description

OK 75.75 is an LMA electrode dried to a very low
moisture content and suitable for the welding of
high-strength, low-alloyed steels, at room tempe-
rature or with moderate preheating.

Recovery
125%

Welding current
DC+

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.5 350 70-110 22
3.2 450 100-150 23
4.0 450 135-200 24
5.0 450 180-260 25

Classifications

SFA/AWS A5.5
EN 757

E11018-G
E 69 4 Mn2NiCrMoB 42 H5

Typical all weld metal composition, %

C Si Mn Cr Ni Mo

0.06 0.3 1.7 0.4 2.2 0.4

Typical mech. properties all weld metal

Yield stress, MPa 755
Tensile strength, MPa 820
Elongation, % 20
Charpy V
Test temps, °C Imgact values, J
+20 11
-20 85
-40 70
-51 55
-60 45
Approvals
ABS E11018-G
DB 10.039.19
RS 4Y62HH
Sepros UNA 485155
ubnT DIN 8529
u . 10.039/3
VdTUv 01028
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.67 66.0 1.0 54
0.67 315 1.4 80
0.65 21.0 1.9 92
0.63 12.0 25 105
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OK 75.78

Type Basic

SMAW
E896ZB42H5

Description

This electrode is tailored for steels with extremely
high tensile strength, giving tensile strength over
900 MPa and impact values over 47 J at -60°C.

Recovery
115%

Welding current
AC,DC+OCV 70V

LIL=RT

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 70-110 24
3.2 350 110-150 24
4.0 450 150-200 24

102

Classifications

EN 757 E896ZB42H5

Typical all weld metal composition, %

C Si Mn Cr Ni Mo

0.05 0.3 2.1 0.5 3.0 0.6

Typical mech. properties all weld metal

Yield stress, MPa 920
Tensile strength, MPa 965
Elongation, % 17
Charpy V
Test temps, °C  Impact values, J
-60 60
Approvals
unT DIN 8529
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.61 73.5 0.9 52
0.63 32.6 1.4 77
0.65 21.9 1.9 86



OK 76.16

Type Lime-basic

SMAW
E8018-B2-H4R

Description

Basic, low-hydrogen electrode for the DC wel-
ding of creep-resistant steels of the 1.25% Cr,
0.5% Mo type, such as SA-387 Grade 11/A 335
P11.The weld metal has an extra-low impurity
level .

Recovery
115%

Welding current
DC+(-)

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.5 350 70-110 23
3.2 350 95-150 23
4.0 350 130-190 22

Classifications

SFA/AWS A5.5
EN 1599

E8018-B2-H4R
E CrMo1B42H5

Typical all weld metal composition, %

Mn
0.6

Cr
1.4

Mo
0.6

C Si
0.07 0.4

Typical mech. properties all weld metal

Yield stress, MPa 550
Tensile strength, MPa 620
Elongation, % 22
Charpy V
Test temps, °C  Impact values, J
-20 70
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.6 74 0.65 75
0.59 48 1.07 71
0.89 30 1.55 78
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OK 76.26 SMAW

Type Lime basic E9018-B3

Description

Basic low-hydrogen electrode for the AC/DC wel-
ding of creep-resistant steels of the 2.3% Cr/1%
Mo type, such as SA - 387 Grade 22/A 335
Grade P22 or similar. The weld metal has the
extra-low impurity levels specified in step-cooling
requirements.

Recovery
110 %

Welding current
AC, DC+ OCV 65V

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A
3.2 350 90-130 23
4.0 450 130-190 25
5.0 450 150-260 27

104

Classifications

SFA/AWS A5.5 E9018-B3
EN 1599 E CrMo2 B 42 H5

Typical all weld metal composition, %

C Si Mn Cr Mo

0.08 0.3 0.7 2.3 1.1

Typical mech. properties all weld metal

Yield stress, MPa 650
Tensile strength, MPa 740
Elongation, % 18
Charpy V
Test temps, °C  Impact values, J
-20 60

N B H T.

Kgweld No.of elec- Kgweld  Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode

0.60 49 1.11 66
0.61 23 1.90 83
0.62 15 2.60 92



OK 76.35

Type Lime basic

SMAW
E8015-B6

Description

OK 76.35 is an LMA electrode containing
5Cr0.5Mo for welding creep-resistant steels. It is
especially suitable for pipe welding. The elec-
trode runs with a quiet, stable arc and gives a
minimum amount of spatter loss. A preheating
and interpass temperature of 150-260°C is nor-
mally required. The mechanical properties stated
here are afterone hour of heat treatment at
740°C.

Recovery
115%

Welding current
DC(+ -)

LIL=RT

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.0 300 50-70 23
2.5 300 65-95 23
3.2 350 90-130 24
4.0 450 125-165 24
5.0 450 190-220 24

Classifications

SFA/AWS A5.5
EN 1599

E8015-B6
E CrMo5 B 42 H5

Typical all weld metal composition, %

Mn
0.8

Cr
5.0

C Si
0.08 0.4

Mo
0.6

Typical mech. properties all weld metal

740°C/1h
Yield stress, MPa >460
Tensile strength, MPa >550
Elongation, % >19
Charpy V
Test temps, °C  Impact values, J
+20 >47
Approvals
Sepros UNA 485155
N. B. H. T.
Kgweld No.of elec- Kgweld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.57 139.0 0.49 53
0.57 76.9 0.7 63
0.56 50.0 1.0 70
0.58 33.3 1.3 80
0.59 16.9 2.2 98
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OK 76.96

Type Basic

SMAW
E8015-B8

Description

OK 76.96 is an LMA electrode containing
9Cr1Mo for the welding of creep-resistant steels.
It is especially suitable for pipe welding. The
electrode runs with a quiet, stable arc and gives
a minimum amount of spatter. A preheating and
interpass temperature of 150-260°C is normally
required. The mechanical properties stated here
are after one hour of heat treatment at 740°C.

Recovery
115%

Welding current
DC(+)

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.0 300 55-75 23
2.5 300 70-100 25
3.2 350 90-135 26
4.0 450 130-200 21
5.0 450 160-270 25
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Classifications

SFA/AWS A5.5
EN 1599

E8015-B8
E CrMo9 B 42 H5

Typical all weld metal composition, %

C Si Mn Cr Mo

0.05 0.5 0.8 9.5 1.0

Typical mech. properties all weld metal

740°C/1h
Yield stress, MPa >460
Tensile strength, MPa >550
Elongation, % >20
Charpy V
Test temps, °C  Impact values, J
+20 >80
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.58 131.0 0.5 49
0.55 92.0 0.8 51
0.55 50.0 1.1 70
0.64 22.5 1.9 80
0.64 14.5 2.7 92



OK 76.98

Type Basic

SMAW
E9015-B9 (nearest)

Description

OK 76.98 is a low-hydrogen electrode for welding
modified 9 Cr steels like T91/P91. The electrode
is suitable for all-positional welding in pipes and
plates. The mechanical properties stated here
are after two hours of heat treatment at 750°C.

Recovery
115 %

Welding current
DC+

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.5 350 70-100 21
3.2 350 90-135 22
4.0 450 130-200 23

Classifications

SFA/AWS 5.5-96
EN 1599

E9015-B9 (nearest)
ECrMo 91 B 42 H5

Typical all weld metal composition, %

C Si Mn Cr Ni
0.1 04 0.7 9.0 07

Mo N V Nb
1.0 0.05 0.2 0.06

Typical mech. properties all weld metal

Yield stress, MPa 650
Tensile strength, MPa 760
Elongation, % 18
Charpy V
Test temps, °C  Impact values, J
+20 70
0 50
Approvals
UDT. EN 1599
VdTuv 07687
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.66 71.4 0.9 56
0.6 45.5 1.2 68
0.64 22.6 1.9 85
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OK 78.16

Type Basic

SMAW
E9018-G

Description

OK 78.16 is a CrMo-alloyed electrode for the wel-
ding of 0.25C-1Cr-0.3Mo-alloyed quenched and
tempered steel grades. The heat treatment requi-
rements for the weld metal are the same as
those for the parent plate. The weld metal of OK
78.16 is also suitable for flame hardening. The
welding of high tensile strength steel with OK
78.16 should be carried out at a preheating tem-
perature of minimum 200°C.

Recovery
120%

Welding current
DC(+)

LIZ=RT

Welding parameters

Diameter, Length, Welding  Arc voltage,

mm mm current, A \%
1.6 300 50-65

2.5 350 75-100 20
3.2 450 105-140 21
4.0 450 145-195 22
5.0 450 190-260 23
6.0 450 240-330 25
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Classifications

SFA/AWS A5.5 E9018-G

Typical all weld metal composition, %

C Si Mn Cr Mo

0.1 0.4 0.8 1.0 0.2

Typical mech. properties all weld metal

Yield stress, MPa 870
Tensile strength, MPa 900
Elongation, % 18
Charpy V
Test temps, °C  Impact values, J
+20 50
Approvals
DB 10.039.16
ubnT DIN 8555
U 10.039/1
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.64 70.0 0.9 58
0.64 325 1.4 78
0.66 22,5 1.9 83
0.68 15.0 2.8 86
0.70 10.0 3.6 98



FILARC 75S

Type Basic

SMAW
E8018-C1

Description

CTOD-tested, all-positional basic 115% recovery
electrode for 50D steels in offshore fabrication.
Alloyed with 2.5% nickel. Good CVN toughness
down to -60°C. CTOD tested in the AW and SR
conditions.

DC+. Use DC- for root runs.

Recovery
115%

Welding current
DC+/-, OCV 70 V

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.5 350 60-90 22
3.2 350 90-150 22
4.0 350 120-180 23
5.0 450 180-270 23
6.0 450 230-320 23

Classifications

SFA/AWS A5.5
EN 499

E8018-C1
E 46 6 2NiB 32 H5

Typical all weld metal composition, %

C Si Mn Ni Mo Cu

0.05 0.3 0.8 2.4 <0.1 <03

Typical mech. properties all weld metal

Yield stress, MPa >460
Tensile strength, MPa 530-680
Elongation, % >22
Charpy V
Test temps, °C  Impact values, J
-60 >47
Approvals
ABS 3Y (-60°C)
LR 5Y40H15
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.65 83 0.73 60
0.58 45 1.19 68
0.51 35 1.49 68
0.65 15 2.74 89
0.68 11 3.62 91
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FILARC 76S

Type Basic

Description

CTOD-tested, all-positional, basic AC/DC elec-
trode with 100% recovery for offshore fabrication
(diameter 4.0 and 5.0 mm 115%). Alloyed with
max 1%Ni. Good CVN toughness down to -60°C.
CTOD tested in the AW and SR conditions.
BS4360-50D steel and similar grades. Satisfac-
tory CTOD results eliminate stress relieving for
joints up to approx. 50 mm plate thickness. Many
approved welding procedures available.

Use short arc. Weave slowly when permitted.
DC+. Use DC- for root passes.

Recovery
100%

Welding current
DC+-, ACOCV 65V

LIZ=RT

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 55-85 24
3.0 350 100-125 21
3.2 350 80-140 23.8
3.2 450 80-130 23.6
3.5 350 125-175 21.6
4.0 350 120-180 22
4.0 450 120-170 22.2
5.0 450 180-270 24.3
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SMAW
E7018-G

Classifications

SFA/AWS A5.5
EN 499

E7018-G
E 426 Mn1Ni B 32 H5

Typical all weld metal composition, %

C Si Mn Ni

0.06 0.4 1.6 0.8

Typical mech. properties all weld metal

Yield stress, MPa >460
Tensile strength, MPa 530-640
Elongation, % >22
Charpy V
Test temps, °C  Impact values, J
-20 1
-60 60
Approvals
ABS 3Y (-60°C)
BV 3YHH
CL EN 499
DNV 3YH5
GL 6YH10
LR 5Y40H15
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.65 87 0.7 59
0.63 55 1.05 63
0.57 54 1.12 60
0.62 39 1.13 83
0.61 41 1.4 63
0.63 31 1.51 78
0.61 24 1.4 109
0.62 15 2.22 106



FILARC 88S

Type Basic

SMAW
E8016-G

Description

CTOD-tested, all-positional, basic AC/DC elec-
trode with 100% recovery for offshore fabrication.
Alloyed with max 1% Ni. Good CVN toughness
down to -60°C; CTOD tested in the AW and SR
conditions. BS4360-55F steel and similar grades.
Many approved welding procedures are availa-
ble.

Use short arc. Weave slowly when permitted.
DC+. Use DC- for root passes.

Recovery
100%

Welding current
DC+/-, ACOCV 65V

LIL=RT

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
2.5 350 55-85 21.2
3.2 350 80-140 21.4
4.0 350 110-170 21.0
4.0 450 110-170 21.5
5.0 450 180-230 22.6

Classifications

SFA/AWS A5.5 E8016-G
DIN 8529 ESY5077 Mn1Ni BH5 24
EN 499 E 50 6 Mn1Ni B 12 H5

Typical all weld metal composition, %

C Si Mn Ni

0.06 0.4 1.7 0.8

Typical mech. properties all weld metal

Yield stress, MPa >500
Tensile strength, MPa 560-660
Elongation, % >22
Charpy V
Test temps, °C  Impact values, J
-20 1
-40 100
-60 60
Approvals
ABS E8016-G (-60°C)
CL EN 499
DB 10.105.16
DNV 3YH10
DS EN 499
GL 6YH10
LR 5Y40H15
ubnT DIN 8529
u . 10.105/1
VdTUv 06107
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.65 87.1 0.7 59
0.59 54.5 0.96 69
0.58 36.6 1.2 82
0.62 26.8 1.27 106
0.63 16.9 1.95 109
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FILARC 98S

Type Basic

SMAW
E9018-G

Description

All-positional, low-hydrogen electrode for welding
higher strength steels, depositing weld metal with
a minimum yield strength of 550 N/mm? after
stress relieving.

Recovery
110%

Welding current
DC+ -, ACOCV 70V

LR

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 55-85 24.4
3.2 350 80-140 23.3
4.0 450 120-180 24.0
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Classifications

SFA/AWS A5.5 E9018-G
EN 757 E556 MniNiMo B T
32 H5

Typical all weld metal composition, %

C Si Mn Ni Mo

0.06 0.4 1.8 0.8 0.5

Typical mech. properties all weld metal

Yield stress, MPa >550
Tensile strength, MPa >660
Elongation, % >24
Charpy V
Test temps, °C  Impact values, J
-40 >80
-51 >60
-60 >40
Approvals
ABS E9018-G
CL EN 757
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.60 83.3 0.72 60
0.55 56.6 0.94 68
0.60 24.4 1.43 103



FILARC 108 SMAW

Type Basic E10018-M
Description Classifications
A basic coated alloy electrode for welding higher SFA/AWS A5.5 E10018-M
strength steels. EN 757 E 62 5 Mn2NiMo B 42
Recovery
120%
Welding current Typical all weld metal composition, %
DC+(-)
C Si Mn Ni Mo
2= T
s I_ = I\ I 0.06 0.3 1.3 17 0.4
Typical mech. properties all weld metal
Yield stress, MPa 610-690
Tensile strength, MPa >690
Elongation, % 24
Charpy V
Test temps, °C  Impact values, J
-51 55
Approvals
MOD Q1N/HY80, QT28
Welding parameters
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
Diameter, Length, Welding Arc voltage,| metal/kg trodes’kg metal/hour  time, s/
mm mm current, A \ electrodes weld metal  arc time electrode
3.2 350 90-140 22 0.6 43 1.3 64
4.0 450 110-180 22 0.64 22 1.8 91
5.0 450 170-240 23 0.65 15 2.3 108
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FILARC 118

Type Basic

SMAW
E11018-M

Description

All-positional, basic AC/DC electrode with 120%
recovery for welding steels with min. 680 N/mm?
yield strength; e. g. NAXTRA 70, T1, 80 HLES,
HY80 and HY100. Often applied in combination
with FILARC 98, where the latter is used for tack
welding, root-run welding and for welding stan-
ding fillet welds.

Use the shortest possible arc. Weave slowly
when permitted. A slight weave can be used for
standing fillet welds.

DC+. Use DC- for root runs.

Recovery
120%

Welding current
DC+/-,ACOCV 70V

LIZ=RT

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
2.5 350 55-105 25.3
3.2 350 90-140 22.8
4.0 450 110-180 22.8
5.0 450 190-280 24.6
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Classifications

SFA/AWS A5.5
EN 757

E11018-M
E 69 5 Mn2NiMo B 32 H5

Typical all weld metal composition, %

C Si Mn Ni Mo

0.06 0.4 1.6 2.2 0.4

Typical mech. properties all weld metal

Yield stress, MPa <760
Tensile strength, MPa >760
Elongation, % >20
Charpy V
Test temps, °C  Impact values, J
-51 >47
Approvals
ABS E11018-M
BV 4Y62H5
DNV 4Y62H10
MoD (N) Q1N, HY80
LR 4Y62H5
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.61 83.3 0.93 46.6
0.56 46.2 1.21 64.3
0.61 23.1 1.72 90.0
0.63 13.5 2.75 90.3



OK 22.46P

Type  Cellulosic

SMAW
E7010-G

Description

Cellulosic-coated electrode designed for the site
welding of pipe and pipelines in API 5L X52 and
X56 in all positions, using conventional stovepipe
techniques. DC only.

Recovery
90%

Welding current
DC+

LI =R

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
3.2 350 65-120 31
4.0 350 90-180 30.5
5.0 350 150-240 28.6

Classifications

SFA/AWS A5.5
EN 499
BS 639 (1986)

E7010-G
E422C 21
E 5143 C (10)

Typical all weld metal composition, %

C Si Mn Ni Mo

0.1 0.14 0.5 0.4 0.3

Typical mech. properties all weld metal

Yield stress, MPa 476
Tensile strength, MPa 544
Elongation, % 24
Charpy V
Test temps, °C  Impact values, J
-20 60
Approvals
LR 3,3Y
BV 3,3Y
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.58 65 0.62 90
0.59 42 0.93 93
0.67 24 1.47 100
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OK 22.47P

Type  Cellulosic

SMAW
E46 3 1NiC 21

Description

Cellulosic-coated electrode designed for the site
welding of pipe and pipelines in API 5L X60 and
X70 in all positions, using conventional stovepipe
techniques. DC only.

Recovery
90%

Welding current
DC+

LI =R

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
3.2 350 65-120 30
4.0 350 90-180 29
5.0 350 150-240 29
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Classifications

EN 499
SFA/AWS A5.5
BS 639 (1986)

E 46 3 1Ni C 21
E8010-G
E 5132 C (10)

Typical all weld metal composition, %

C Si Mn Ni Mo

0.08 0.2 0.6 0.8 0.3

Typical mech. properties all weld metal

Yield stress, MPa 513
Tensile strength, MPa 600
Elongation, % 24
Charpy V
Test temps, °C  Impact values, J
-20 80
-30 70
Approvals
LR 3,3Y
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.62 61 0.68 86
0.68 37 1.15 84
0.68 24 1.55 97



OK 22.48P

Type  Cellulosic

SMAW
E 50 2 1NiMo C 21

Description

Cellulosic-coated electrode designed for the site
welding of pipe and pipelines.

Recovery
90%

Welding current
DC+

LI =R

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \
3.2 350 65-120 32
4.0 350 90-180 34
5.0 350 150-240 32

Classifications

EN 499
SFA/AWS A5.5

E 50 2 1NiMo C 21
E9010-G

Typical all weld metal composition, %

C Si
0.1 0.2

Mn Ni
1.0 0.8

Mo
0.5

Cu
<0.3

Typical mech. properties all weld metal

Yield stress, MPa 560
Tensile strength, MPa 700
Elongation, % 22
Charpy V
Test temps, °C  Impact values, J
-20 60
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.67 56 0.82 79
0.63 39 1.17 78
0.67 24 1.67 90
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OK 22.85P

Type  Cellulosic

SMAW
E7010-A1

Description

Cellulosic-coated electrode designed for the site
welding of pipe and pipelines in API 5L X52 and
X56 in all positions, using conventional stovepipe
techniques. DC only.

Recovery
90%

Welding current
DC+

LI =R

Welding parameters

Diameter, Length, Welding  Arc voltage,
mm mm current, A \%
3.2 350 65-120 27.6
4.0 350 90-180 29
5.0 350 150-240 27.5
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Classifications

SFA/AWS A5.5
EN 499
BS 639 (1986)

E7010-A1
E 42 2 Mo C 21
E 51 43 C (10)

Typical all weld metal composition, %

C Si Mn Mo

0.07 0.1 0.3 0.5

Typical mech. properties all weld metal

Yield stress, MPa 460
Tensile strength, MPa 540
Elongation, % 23
Charpy V
Test temps, °C  Impact values, J
-20 65
N. B. H. T.
Kgweld No.of elec- Kg weld Burn-off
metal/kg trodes’kg metal/hour  time, s/
electrodes weld metal  arc time electrode
0.7 55 0.76 87
0.64 39 1 90
0.68 24 1.45 104



OK Tubrod 14.01 rcaw

Type  Metal-cored E70C-GM

Description

OK Tubrod 14.01 is a metal-cored wire contain-
ing copper, specially designed for the welding of
Corten A & B and similar weathering steels or
other high tensile structural steels with a tensile
strength of up to 510 MPa. Shielding gas Ar +
20% CO,. Slag levels are comparable with solid
wire, often permitting multi-pass welding without
inter-pass deslagging. OK Tubrod 14.01 is desig-
ned for bridge and general structural steelwork,
ships and chimneys.

Welding current
DC+/-

Welding parameters

Diameter, mm

Welding current, A
1.2 100-320

Classifications

SFA/AWS A5.18
EN 758

E70C-GM
T422ZMM2H10

Typical all weld metal composition, %

C Si Mn Cu

0.07 0.6 1.3 0.5

Typical mech. properties all weld metal

Yield stress, MPa 470
Tensile strength, MPa 550
Elongation, % 28
Charpy V

Test temps, °C  Impact values, J
0 130

-20 47

Arc voltage, V
16-32
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OK Tubrod 14.02 rcaw

Type  Metal-cored E80C-G

Description

OK Tubrod 14.02 is a metal-cored wire similar to
OK Tubrod 14.12 with the addition of Mo for use
on high tensile and quenched and tempered
steels with tensile strengths of up to 550 MPa.
Shielding gas Ar + 20% CO.. Slag levels are
comparable with solid wire, often permitting
multi-pass welding without inter-pass deslagging.
Suitable for marine structures, heavy machinery
and high strength applications requiring good
notch ductility. Steels include RQT 500, 600,
Hyplus29, Ducol W30 and OK602.

Welding current
DC+/-

Welding parameters

Diameter, mm

120

Welding current, A
1.2 100-320
1.6 140-450

Classifications

SFA/AWS A5.28
EN 758

E80C-G
T502ZMM2H10

Typical all weld metal composition, %

C Si Mn Mo

0.07 0.6 1.3 0.5

Typical mech. properties all weld metal

Yield stress, MPa 580
Tensile strength, MPa 650
Elongation, % 26
Charpy V

Test temps, °C  Impact values, J

-20 65

Arc voltage, V
16-32
18-36



OK Tubrod 14.02S

SAW

Type  Metal-cored F7AZ-EC-A4 (with OK Flux 10.71)

Description

A metal-cored wire producing a 0.5% Mo weld
metal for the submerged arc welding of high ten-
sile steels. Designed for use with OK Flux 10.71,
it can be used for high -speed fillet welding, as
well as multi-pass butt joints. As an alternative to
an S2Mo solid wire, it offers superior deposition
rates and mechanical properties, especially
notch toughness.

Applications

All general fabrication of high-tensile, fine-grai-
ned steels where submerged arc is appropriate.
Boilers, pressure vessels in process plants are
typical examples. A typical application within the
power generation industry is the high-speed fillet
welding of tubes to fins. Suitable for service up to
500°C.

Welding current
DC+

N 4

Welding parameters

Diameter, mm

Welding current, A
24 250-450

Classifications

SFA/AWS A5.23 F7AZ-EC-A4

(with OK Flux 10.71)

Typical all weld metal composition, %

C Si Mn Mo

0.06 0.5 1.3 0.5

Typical mech. properties all weld metal

Yield stress, MPa 520
Tensile strength, MPa 570
Elongation, % 28
Charpy V

Test temps, °C  Impact values, J

Arc voltage, V
28-38
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OK Tubrod 14.03 rcaw

Type  Metal-cored E110C-G

Description

OK Tubrod 14.03 is a metal-cored wire alloyed
with nickel and molybdenum to provide extra high
strength with good notch ductility down to -40°C.
Shielding gas Ar + 20% CO,. Typical applications
for OK Tubrod 14.03 are offshore jack-up structu-
res and the general fabrication of high-tensile
steels.

Welding current
DC-

LR

Welding parameters

Diameter, mm

1.2 100-320
1.4 120-380
1.6 140-450
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Welding current, A

Classifications

SFA/AWS A5.28 E110C-G
EN 12535 T 69 4 Mn2NiMo
MM2H10

Typical all weld metal composition, %

C Si Mn Ni Mo

0.07 0.6 1.7 2.3 0.6

Typical mech. properties all weld metal

Yield stress, MPa 757
Tensile strength, MPa 842
Elongation, % 23
Charpy V
Test temps, °C  Impact values, J
-40 71

Approvals
DB 42.039.23
VdTUV
U 42.039/4

Arc voltage, V
16-32
16-34
18-36



OK Tubrod 14.04 rcaw

Type  Metal-cored E70C-G

Description

OK Tubrod 14.04 contains nickel for applications
that require -60°C impact properties, e.g. off-
shore. Shielding gas Ar + 20% CO,. The 1.2 mm
and 1.4 mm diameter wires are suitable for all-
positional welding using the dip transfer mode.
OK Tubrod 14.04 is designed for all general fabri-
cation and structural steelwork.

Welding current
DC-

Welding parameters

Diameter, mm
1.2
1.4

100-320
120-380

Welding current, A

Classifications

SFA/AWS A5.28
EN 758

E70C-G
T426 2NiMM 2 H10
Typical all weld metal composition, %

C
0.06

Si
0.4

Mn
1.0

Ni
2.3

Typical mech. properties all weld metal

Yield stress, MPa 480
Tensile strength, MPa 580
Elongation, % 28
Charpy V
Test temps, °C Impact values, J
-60 >47

Approvals
ABS 3SA, 3YSA Ar/20 CO,
DNV 5YMS (H10) NV2-4, Ar/20 CO,

NV4-4

DS T4262NiMM2H10 Ar/20 CO,
LR 5Y40S H15 Ar/20 CO,
RS 5YMSHH Ar/20 CO,
vdTUV Ar/20 CO,

Arc voltage, V
16-32
16-34
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OK Tubrod 14.05 rcaw

Type  Metal-cored E70C-G

Description

OK Tubrod 14.05 is a metal-cored wire contain-
ing 1% nickel for toughness properties down to
-40°C. Available in a wide range of sizes inclu-
ding 1.0 mm, which is ideal for root passes when
used for one-sided welding. Shielding gas Ar +
20% CO,. Slag levels are comparable with solid
wire, often permitting multi-pass welding without
inter-pass deslagging. OK Tubrod 14.05 is desig-
ned for all general fabrication and structural steel
work, including offshore equipment where sub-
zero impact properties are of prime importance.

Welding current
DC+/-

Welding parameters

Diameter, mm

124

Classifications

SFA/AWS A5.28
EN 758

E70C-G
T424ZMM2H10

Typical all weld metal composition, %

C Si Mn Ni

Welding current, A
1.2 100-320

0.06 0.5 1.3 0.9

Typical mech. properties all weld metal

Yield stress, MPa >460
Tensile strength, MPa 550
Elongation, % >26
Charpy V
Test temps, °C Impact values, J
-20 >54
-40 >47

Approvals
ABS 3SA 3YSA Ar/20%CO,
BV SA3YM HH KV-40  Ar/20%CO,
DNV llIYMS H10 Ar/20%CO,

DS T424ZMM2H10 Ar/20%CO,
LR 4Y40S H15 Ar/20%CO,

Arc voltage, V
16-32



OK Tubrod 14.07S

SAW

Type  Metal-cored F9AZ-EC-B2 (with OK Flux 10.71)

Description

A metal-cored wire for the submerged arc wel-
ding of the 1.25Cr 0.5Mo type of creep- resistant
steels. Used with OK 10.63 fully basic flux , the
weld metal is of the highest metallurgical integrity
for service temperatures up to 500°C. The wire
may also be used with OK Flux 10.71 for fillet
welding applications.

Applications

Steels with a similar composition to those used in
steam boilers, process plants and piping,
together with pressure vessels in the power
generation industry. This product has been suc-
cessfully used in tube-to-fin applications with OK
Flux 10.71.

Preheating dependent on thickness up to 300°C
is essential, followed by post-weld heat treatment
at 650-700°C.

Welding current
DC+, AC

N 4

Welding parameters

Diameter, mm

Welding current, A
24 250-450

Classifications

SFA/AWS A5.23 F9AZ-EC-B2

(with OK Flux 10.71)

Typical all weld metal composition, %

C Si Mn Cr Mo

0.06 0.5 0.9 1.2 0.5

Typical mech. properties all weld metal

Yield stress, MPa 620
Tensile strength, MPa 700
Elongation, % 26

Arc voltage, V
28-38
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OK Tubrod 15.09 rcaw

Type  Rutile T694ZPM2H5

Description

An all-positional rutile cored wire for welding high
strength steel with a minimum yield strength of
690 MPa for use with M21 shielding gas. Diame-
ters of less than 1.4 mm are all positional, with
the exception of vertical down.

Welding current
DC+

Welding parameters

Diameter, mm
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Classifications

EN 12535-00 T694ZPM2H5

Typical all weld metal composition, %

C Si Mn Ni Mo

Welding current, A
1.2 150-350

0.07 0.4 1.2 2.8 0.2

Typical mech. properties all weld metal

Yield stress, MPa 780
Tensile strength, MPa 840
Elongation, % 19
Charpy V

Test temps, °C Impact values, J
-40 70

Arc voltage, V
27-35



OK Tubrod 15.11 rcaw

Type Rutile E81T1-Ni2M

Description

A rutile, all-positional, flux-cored, tubular wire
containing 2.5 Ni for the welding of mild and
medium tensile steels where good notch tough-
ness down to -50°C is required. Extra producti-
vity is available using the spray transfer mode
when compared with the traditional basic types
using short arc for vertical and overhead welding.
All types of fabrication application involving mild
and medium tensile steels with a min. yield
strength of 510 MPa. This includes shipbuilding
and offshore fabrication. Shielding gas: Ar + 20%
CO..

Welding current
DC+

Welding parameters

Diameter, mm

Welding current, A
1.2 110-300

Classifications

SFA/AWS A5.29
EN 758

E81T1-Ni2M
T5062NiPM2H5
Typical all weld metal composition, %

C Si Mn Ni
0.05 0.3 0.9 2.3

Typical mech. properties all weld metal

Yield stress, MPa 580
Tensile strength, MPa 620
Elongation, % 24
Charpy V
Test temps, °C Impact values, J
-50 95

Approvals

DNV  IVY46MS (H5) Ar/20%CO,

Arc voltage, V
21-32
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OK Tubrod 15.17 rcaw

Type Rutile E81T1-Ni1M

Description

OK Tubrod 15.17 is an all-positional, rutile, flux-
cored wire for good toughness down to -40°C.
The wire contains 1% nickel and has exceptional
operating characteristics in all positions with high
deposition rates. Shielding gas Ar + 20% CO, or
CO,. OK Tubrod 15.17 is designed for the all-
positional welding of carbon-manganese and
low-alloy steels, e.g. offshore fabrications, ves-
sels and structural steelwork.

Welding current
DC+

Welding parameters

Diameter, mm
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Welding current, A
1.2 110-300
1.6 150-360

Classifications

SFA/AWS A5.29
EN 758

E81T1-Ni1M
T463 INiPC2H5
T46 4 1NiP M2 H5

Typical all weld metal composition, %

C Si Mn Ni

0.06 0.3 1.1 0.9

Typical mech. properties all weld metal

Yield stress, MPa 560
Tensile strength, MPa 600
Elongation, % 25
Charpy V

Test temps, °C

Impact values, J

Approvals
ABS 3SA, 3YSA Ar/20%C0,&CO,»
BV SA3YM Ar/20%CO,
BV SABYM HHKV -40 CO,
DB 42.039.26 Ar/20%C0,&CO,
DNV  IVY42MS H10 Ar/20%CO,

DS T4641NiPM2H5 Ar/20%CO,
LR  3S,4Y40S, H15 Ar/20%CO,
LR  3S,3YS, Hi5 CO,

MoD MS>25mm,B&BX Ar/20%C0,&CO,
(Navy) >12mm

RS } 4YMSH Ar/20%CO,
VdTUvV Ar/20%C0,&CO,

Arc voltage, V
21-32
24-34



OK Tubrod 15.19 rcaw

Type Rutile E81T1-Ni1M

Description

OK Tubrod 15.19 is an all-positional, rutile, flux-
cored wire specially developed to produce high
yield strength (min 550 MPa) and good tough-
ness down to -50°C and high deposition spray
transfer welding. Also suitable for open butt joints
using non-fusible (e.g. ceramic) backing material.
Shielding gas Ar + 20% CO.. Ideal for welding
quenched and tempered steels of the HY80 type.

Welding current
DC+

Welding parameters

Diameter, mm

Welding current, A
1.2 110-300

Classifications

SFA/AWS A5.29 E81T1-Ni1M
Typical all weld metal composition, %

C Si Mn Ni
0.05 0.4 1.2 1.0

Typical mech. properties all weld metal

Yield stress, MPa 620
Tensile strength, MPa 650
Elongation, % 24
Charpy V
Test temps, °C Impact values, J
-50 95

Approvals

MoD Navy  Q1(N) Ar/20%CO5&Ar/5%

Arc voltage, V
21-32
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OK Tubrod 15.20 rcaw

Type Basic E81T5-B2M

Description

OK Tubrod 15.20 is a fully basic, low-hydrogen,
flux-cored wire containing 1.25Cr—0.5Mo, desig-
ned for welding creep-resistant steels of similar
composition. Shielding gas CO, or Ar + 20%
CO.,. Typical applications include fabrication and
repair in the power industry.

Welding current

Welding parameters

Classifications

SFA/AWS A5.29 E81T5-B2M

Typical all weld metal composition, %

C Si Mn Cr Mo

0.06 0.5 1.0 1.3 0.6

Typical mech. properties all weld metal

SR 690°C/1h
Yield stress, MPa 570
Tensile strength, MPa 670
Elongation, % 22

Diameter, mm
1.2
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Welding current, A
120-300

Arc voltage, V
16-32



OK Tubrod 15.22 rcaw

Type Basic E90T5-B3

Description

OK Tubrod 15.22 is a low-hydrogen, flux-cored
wire containing 2.25Cr—1Mo for welding creep-
resistant steels of similar compositon and inten-
ded for service at around 600°C. Shielding gas
CO,, Ar + 20% CO.. Typical applications include
fabrication and repair in the power generation
sector.

Welding current
DC-

Welding parameters

Diameter, mm

Classifications

SFA/AWS A5.29 E90T5-B3

Typical all weld metal composition, %

C Si Mn Cr Mo

Welding current, A
1.2 120-300

0.06 0.5 0.9 2.2 1.0

Typical mech. properties all weld metal

SR 690°C/1h
Yield stress, MPa 570
Tensile strength, MPa 680
Elongation, % 26

Arc voltage, V
16-32
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OK Tubrod 15.24 rcaw

Type Basic E80T5-G

Description

OK Tubrod 15.24 is a fully basic, flux-cored wire
depositing a 1Ni weld metal. It combines high
strength with low-temperature toughness for ser-
vice down to -50°C and has good CTOD perfor-
mance. This applies to both the as-welded and
stress-relieved condition. Good operability and
slag release. Shielding gas Ar+20% CO, or CO,.

Welding current
DC-

Welding parameters

Diameter, mm
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Classifications

SFA/AWS A5.29
EN 758

E80T5-G
T465ZBM2H5

Typical all weld metal composition, %

C Si Mn Ni

Welding current, A
1.2 120-300

0.06 0.5 1.5 0.7

Typical mech. properties all weld metal

Yield stress, MPa 540
Tensile strength, MPa 600
Elongation, % 28
Charpy V

Test temps, °C Impact values, J

-50

Arc voltage, V
16-32



OK Tubrod 15.25 rcaw

Type Basic E70T5-G

Description

OK Tubrod 15.25 is a 2.5Ni-alloyed , fully basic,
flux-cored wire which deposits low-hydrogen
weld metal, typically 2-3 ml/100g. It is all positio-
nal with a 1.2 mm diameter and is capable of pro-
ducing toughness properties at temperatures
down to -60°C. Shielding gas CO, or Ar + 20%
CO,. Applications for OK Tubrod 15.25 include
the multipass welding of medium to heavy fabri-
cations.

Welding current
DC-

Welding parameters

Diameter, mm

Welding current, A
1.2 120-300

Classifications

SFA/AWS A5.29
EN 758

E70T5-G
T4262NiBM2H5
Typical all weld metal composition, %

C Si Mn Ni
0.05 0.5 0.8 2.2

Typical mech. properties all weld metal

Yield stress, MPa 480
Tensile strength, MPa 570
Elongation, % 30
Charpy V

Test temps, °C

Impact values, J

Approvals
CL Ar/20%C0O,
DNV YMS(H10) NV 2-4 Ar/20%CO,
NV 4-4
LR 3S 5Y40 H15 Ar/20%CO,
UDT. EN 758
VdTOV Ar/20%C0,&CO,

Arc voltage, V
16-32
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OK Tubrod 15.27 rcaw

Type Basic E110T5-G
Description Classifications
OK Tubrod 15.27 is a fuIIy basic, flux-cored, tubu- SFA/AWS A5.28 E110T5-G
lar wire for the welding of high tensile strength
steels such as HY100. The weld metal contains
2.5Ni, producing the additional benefit of low-
temperature toughness down to -50°C. This wire . - 5
is capable of welding in all positions and uses the Typical all weld metal composition, %
dip transfer mode for the vertical-up technique,
which can be futher enhanced by the synergic C Si Mn Ni
pulsed process. Shielding gas Ar+20% CO,. 0.06 05 16 55
Welding current
DC- Typical mech. properties all weld metal
. —_— Yield stress, MPa 750
| :: I\ I‘\ I Tensile strength, MPa 820
- Elongation, % 21
Charpy V
Test temps, °C Impact values, J
-40 >50
-50 80
Approvals
MoD Q2N 95%Ar/5%C0O,
Welding parameters
Diameter, mm Welding current, A Arc voltage, V
1.2 120-300 16-32
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OK Tubrod 15.21TS

SAW
Type Basic F7A2-EC-A4
Description Classifications

A basic, flux-cored wire used in conjunction with
OK Flux 10.71 for the submerged arc welding of
high tensile steels. The weld metal is alloyed with
0.5% Mo, which permits a very wide range of
applications including elevated temperatures up
to 500°C. The fully basic formulation ensures a
very tough, high-quality weld deposit.

Applications

Typical examples include structural steelwork,
pressure vessels and piping, cranes, contractors’
plant and so on. It is also ideally suited to the
rebuilding of marine engine piston crowns.

Welding current
DC+

N 4

Welding parameters

Diameter, mm

SFA/AWS A5.23 F7A2-EC-A4

Typical all weld metal composition, %

C Si Mn P S Cr Mo

Welding current, A
24 250-500

0.07 05 13 0.012 009 05 0.5

Typical mech. properties all weld metal

Arc voltage, V
28-38
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OK Tubrod 15.24S saw

Type Basic F7P8-EC-G (10.61)

Description

A fully basic, 1% Ni tubular wire for the submer-
ged arc welding of medium strength steel with
OK Flux 10.47. The weld metal has excellent
toughness down to -50°C in the as-welded and
stres- relieved condition.

Welding current
DC+

Ll

Welding parameters

Diameter, mm

24 250-500
3.0 400-800
4.0 500-900
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Classifications

SFA/AWS A5.23  F7P8-EC-G (OK Flux 10.61)
SFA/AWS A5.23  F8A4-EC-G (OK Flux10.47)
SFA/AWS A5.23  F8AB-EC-G (OK Flux10.62)
SFA/AWS A5.23  F8AB-EC-G (OK Flux10.71)

Typical all weld metal composition, %

C Si Mn Ni

Welding current, A

0.08 0.3 1.7 0.8

Typical mech. properties all weld metal

Yield stress, MPa 530
Tensile strength, MPa 620
Elongation, % 26
Charpy V
Test temps, °C Impact values, J
-50

Approvals
DNV IV Y46M (H5)

Arc voltage, V
28-38
28-40
28-40



OK Tubrod 15.258S saw

Type Basic F7A8-EC-Ni2

Description

OK Tubrod 15.25S is a 2.5Ni tubular wire for sub-
merged arc welding in conjunction with OK Flux
10.62 when charpy V values down to -60°C are
required. It has also high tolerance to shop pri-
mer when welding high-speed fillets, as well as
single-sided, single-pass butt joints.

Welding current
AC, DC+

N 4

Welding parameters

Diameter, mm

Classifications

SFA/AWS A5.23 F7A8-EC-Ni2

Typical all weld metal composition, %

C Si Mn Ni

Welding current, A
4.0 500-900

0.06 0.3 1.3 2.2

Typical mech. properties all weld metal

Yield stress, MPa 492
Tensile strength, MPa 581
Elongation, % 29
Charpy V

Test temps, °C

Impact values, J
96

Approvals

ABS 4Y40 (-60)

Arc voltage, V
28-40
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FILARC PZ6116S

Type  Rutile

Description

An all-positional rutile cored wire with good
toughness down to -60°C for use with C1 shiel-
ding gas. Diameters of less than 1.4mm are all
positional, with the exception of vertical down.

Welding current
DC+

Welding parameters

Diameter, mm
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Welding current, A
1.2 150-350
1.6 150-450

FCAW
E81T1-K2 JH4

Classifications

SFA/AWS A5.29 E81T1-K2 JH4
EN 758 T4661.5NiPC1H5
Typical all weld metal composition, %

C Si Mn Ni
0.054 0.43 1.38 1.42

Typical mech. properties all weld metal

Yield stress, MPa 553
Tensile strength, MPa 624
Elongation, % 24
Charpy V
Test temps, °C Impact values, J
-50 69
Approvals
ABS 3SA(H),3YSA(HH) CO,
BV SA 3YMHH CO,
DNV VYMS (H10) CO,
GL 6YH5S H5 CO,
LR 5Y40S H10 CO,
RS 5Y42HHS CO,
PRS 3YH10S CO,

Arc voltage, V
27-35
24-40



FILARC PZ6125

Type

FCAW
E71 T-56G

Description

All-positional, basic wire for demanding applica-
tions, such as offshore fabrication, with dependa-
ble CVN toughness down to -50°C and reliable
CTOD properties, both AW and SR. Ar/CO, gas.
Lack of fusion in vertical-up welding is largely
avoided by semi-spray arc operation.

Welding current
DC-

LR

Welding parameters

Diameter, mm

1.0 100-250
1.2 150-350
1.6 150-450

Welding current, A

Classifications

SFA/AWS A5.29
EN 758

E71T-5G
T426 INiBM 1H5

Typical all weld metal composition, %

C Si Mn Ni

0.07 0.45 1.20 0.85

Typical mech. properties all weld metal

Yield stress, MPa 445
Tensile strength, MPa 556
Elongation, % 28
Charpy V
Test temps, °C Impact values, J
-60 109

Approvals
ABS 3SA,3YSA Ar/20%CO,
BV S4,5YMHH Ar/20%CO,
CL 956 Ar/20%CO,
DNV VY40MSH5 Ar/20%CO,
DS T426 INiBN 1H5 Ar/20%CO,
GL 6YH10S Ar/20%CO,
LR 5Y40S Ar/20%CO,
RS 5Y42HHS Ar/20%CO,

Arc voltage, V
15
20
20
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FILARC PZ6138 rcaw

Type  Rutile E81T1-Ni1MJ H4

Description

Well established in the offshore sector, PZ6138
alloyed with 0.9% Ni produces reliable Charpy
impact properties down to -60°C and CTOD per-
formance to -10°C. The wire exhibits a smooth
stable arc with virtually no spatter.

Welding current
DC+

LR

Welding parameters

Diameter, mm
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Welding current, A
1.2 110-300

Classifications

SFA/AWS A5.29
EN 758

E81T1-Ni1MJ H4
T4651NiPM1H5

Typical all weld metal composition, %

C Si Mn Ni

0.07 0.4 1.3 0.9

Typical mech. properties all weld metal

Yield stress, MPa 520
Tensile strength, MPa 610
Elongation, % 22
Charpy V

Test temps, °C

Impact values, J
80

Approvals
ABS 3SA 3YSA Ar/20%C0O»
BV S3 3YMHH Ar/20%C0O»
CL 925 Ar/20%C0O»
DNV VY42MSH5 Ar/20%C0O»
DS T4651NIPM1H10 Ar/20%CO,
GL 6YH10S Ar/20%CO,
LR 3S 5Y42S Ar/20%C0O»
RS 5Y42MSHH Ar/20%C0O»
PRS 3YH10S Ar/20%C0O?

Arc voltage, V
21-32



FILARC PZ6138SR

FCAW
Type Rutile E81T1-Ni1M J
Description Classifications

An all-positional rutile cored wire for use with
M21, providing very good toughness down to -
60°C after stress relieving. Diameters of less
than 1.4mm are all positional, with the exception
of vertical down.

Welding current
DC+

LR

Welding parameters

Diameter, mm

Welding current, A
1.2 175-350

SFA/AWS A5.29 E81T1-Ni1M J
EN 758 T466 1INiP M1 H5
Typical all weld metal composition, %

C Si Mn Ni
0.048 0.37 1.24 0.84

Typical mech. properties all weld metal

SR600°C/2h

Yield stress, MPa 456
Tensile strength, MPa 545
Elongation, % 27
Charpy V
Test temps, °C Impact values, J
-60 81

Approvals
ABS 4YSAH5 Ar/20%CO,
DNV VY42MSH5  Ar/20%CO,
LR 3S5Y42SH5  Ar/20%CO0O,

Arc voltage, V
25-38
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OK AristoRod 13.08 cuaw

ER80S-D2

Description

OK AristoRod™ 13.08 is a 0.4Mo-alloyed
(ER80S-D2), bare, solid wire for the GMAW of
creep-resistant steels of the same composition,
like those used with a service temperature of up
to 500°C. OK AristoRod 13.08 is treated with
ESAB'’s unique Advanced Surface Characteris-
tics (ASC) technology, taking MAG welding ope-
rations to new levels of performance and all-
round efficiency, especially in robotic and mecha-
nised welding. Characteristic features include
excellent start properties; trouble-free feeding at
high wire speeds and lengthy feed distances; a
very stable arc at high welding currents; extre-
mely low levels of spatter; low fume emission;
reduced contact tip wear and improved protec-
tion against corrosion of the wire.

Welding current
DC+

Welding parameters

Diameter, mm

0.8 2.0-10.8
0.9 2.7-14.7
1.0 2.7-14.7
1.2 2.7-12.4
1.6 3.1-12.0
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Classifications

Wire feed, m/min  Welding current, A
40-170
70-280
90-300
120-350
225-480

SFA/AWS A5.28 ER80S-D2
EN 440 G4Mo
Wire composition
C Si Mn Mo
0.09 0.7 1.9 0.5

Typical mech. properties all weld metal

Yield stress, MPa 590
Tensile strength, MPa 685
Elongation, % 24
Charpy V

Test temps, °C  Impact values, J
+20 140

-29 80

Deposition rate kg

Arc voltage, V weld metal/hour

16-22 0.4-2.6
18-28 1.0-5.4
18-28 1.0-5.4
20-33 1.5-6.6
26-38 3.3-11.6



OK AristoRod 13.09 cuaw

ER80S-G

Description

OK AristoRod™ 13.09 is a 0.5Mo-alloyed, bare,
solid wire for the GMAW of creep-resistant steels
of the same composition, like those used for
pipes in pressure vessels and boilers with a ser-
vice temperature of up to 500°C. OK AristoRod
13.09 is treated with ESAB’s unique Advanced
Surface Characteristics (ASC) technology, taking
MAG welding operations to new levels of perfor-
mance and all-round efficiency, especially in
robotic and mechanised welding. Characteristic
features include excellent start properties; trou-
ble-free feeding at high wire speeds and lengthy
feed distances; a very stable arc at high welding
currents; extremely low levels of spatter; low
fume emission; reduced contact tip wear and
improved protection against corrosion of the
wire.

Welding current
DC+

Welding parameters

Diameter, mm

0.8 2.0-10.8 40-170
1.0 2.7-14.7 80-280
1.2 2.7-12.4
1.6 3.10-12.0

Classifications

Wire feed, m/min  Welding current, A

120-350
225-480

SFA/AWS A5.28 ER80S-G
EN 440 G2Mo
EN 12070 G MoSi
Wire composition
C Si Mn Mo
0.1 0.5 1.1 0.5

Typical mech. properties all weld metal

Yield stress, MPa 540
Tensile strength, MPa 630
Elongation, % 25
Charpy V
Test temps, °C  Impact values, J
+20 1
-20 77
-40 57

Approvals
DB 42.039.31
DNV III'YMS (M21)
DS EN 12070 (M21)
o 42.0391
vdTuv

Deposition rate kg

Arc voltage, V weld metal/hour

16-22 0.4-2.6
18-28 1.0-5.4
20-33 1.5-6.6
26-38 3.3-11.6
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OK AristoRod 13.12 cuaw

ER80S-G

Description

OK AristoRod™ 13.12 is a 1.1Cr-0.5Mo-alloyed,
bare, solid wire for the GMAW of creep-resistant
steels of the same composition, like those used
for pipes in pressure vessels and boilers with a
service temperature of up to 450°C. OK
AristoRod 13.12 is treated with ESAB’s unique
Advanced Surface Characteristics (ASC) techno-
logy, taking MAG welding operations to new
levels of performance and all-round efficiency,
especially in robotic and mechanised welding.
Characteristic features include excellent start
properties; trouble-free feeding at high wire
speeds and lengthy feed distances; a very stable
arc at high welding currents; extremely low levels
of spatter; low fume emission; reduced contact
tip wear and improved protection against corro-
sion of the wire.

Welding current
DC+

Welding parameters

Diameter, mm

0.8 2.0-10.8
1.0 2.7-14.7
1.2 2.7-12.4
1.6 3.1-12.0
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Classifications

Wire feed, m/min  Welding current, A
40-170
80-280
120-350
225-480

SFA/AWS A5.28 ER80S-G
EN 12070 G CrMo1Si
GOST 2246 08X CM A
Wire composition
C Si Mn Cr Mo
0.1 0.7 1.0 1.2 0.5

Typical mech. properties all weld metal

Yield stress, MPa 450
Tensile strength, MPa 580
Elongation, % 24

Charpy V

Test temps, °C
+20

0 40
-20 30

Impact values, J
80

Approvals
VdTUV

Deposition rate kg

Arc voltage, V weld metal/hour

16-22 0.4-2.6
18-28 1.0-5.4
20-33 1.5-6.6
26-38 3.3-11.6



OK AristoRod 13.13 cuaw

ER100S-G

Description

OK AristoRod™ 13.13 is a 0.5Cr-0.5Ni-0.2Mo-
alloyed, bare, solid wire for the GMAW of high
strength steels. OK AristoRod 13.13 is treated
with ESAB’s unique Advanced Surface Characte-
ristics (ASC) technology, taking MAG welding
operations to new levels of performance and all-
round efficiency, especially in robotic and mecha-
nised welding. Characteristic features include
excellent start properties; trouble-free feeding at
high wire speeds and lengthy feed distances; a
very stable arc at high welding currents; extre-
mely low levels of spatter; low fume emission;
reduced contact tip wear and improved protec-
tion against corrosion of the wire.

Welding current
DC+

Welding parameters

Diameter, mm

0.8 2.0-10.8
1.0 2.7-14.7
1.2 2.7-12.4
1.6 3.5-12.0

Classifications

ER100S-G
G Mn3NiCrMo

SFA/AWS A5.28
EN 12534

Wire composition

C Si Mn Cr Ni Mo

Wire feed, m/min  Welding current, A
40-170
80-280
120-350
225-480

0.1 0.7 1.6 0.6 0.6 0.2

Typical mech. properties all weld metal

Yield stress, MPa 690
Tensile strength, MPa 770
Elongation, % 20

Charpy V

Test temps, Impact Test temps, Impact

°C values,J °C values, J
0 80 -40 60

-20 75

-30 65

Deposition rate kg

Arc voltage, V weld metal/hour

16-22 0.4-2.6
18-28 1.0-5.4
20-33 1.5-6.6
26-38 3.3-11.6
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OK Autrod 13.16 cumaw

ER80S-B2

Description

OK Autrod 13.16 is a 1.3Cr-0.5Mo-alloyed
(ER80S-B2), copper-coated, solid wire for the
GMAW of creep-resistant steels of the same
composition, but it is also suitable for welding
high strength steels. The wire has a high purity
chemistry with a guaranteed Bruscato factor X <
15.

Welding current
DC+

Welding parameters

Diameter, mm Wire feed, m/min

Classifications

Welding current, A

SFA/AWS A 5.28 ER80S-B2
Wire composition
C Si Mn Cr Mo
0.1 0.6 0.6 1.3 0.5

Typical mech. properties all weld metal

Yield stress, MPa >470
Tensile strength, MPa >550
Elongation, % >19
Charpy V

Test temps, °C  Impact values, J

Deposition rate kg

Arc voltage, V weld metal/hour

0.8 2.0-10.8 40-170 16-22 0.4-2.6
1.0 2.7-14.7 80-280 18-28 1.0-5.4
1.2 2.7-12.4 120-350 20-33 1.5-6.6
1.6 3.5-12.0 225-480 26-38 3.3-11.6

146



OK Autrod 13.17 cmaw

ER90S-B3

Description

OK Autrod 13.17 is a 2.5Cr-1.1Mo-alloyed
(ER90S-B3), copper-coated, solid wire for the
GMAW of creep-resistant steels like SA-387
Grade 22, A335 Grade P22 or similar materials.
The wire has a high purity chemistry with a
guaranteed Bruscato factor X < 15.

Welding current
DC+

Welding parameters

Diameter, mm Wire feed, m/min

Welding current, A

Classifications

SFA/AWS A 5.28 ER90S-B3

Wire composition

C Si Mn Cr Mo
0.09 0.6 0.6 2.5 1.0

Typical mech. properties all weld metal

Yield stress, MPa 590
Tensile strength, MPa 720
Elongation, % 22
Charpy V

Test temps, °C  Impact values, J
-40 >47

Deposition rate kg

Arc voltage, V weld metal/hour

0.8 2.0-10.8 40-170 16-22 0.4-2.6
1.0 2.7-14.7 80-280 18-28 1.0-5.4
1.2 2.7-12.4 120-350 20-33 1.5-6.6
1.6 3.5-12.0 225-480 26-38 3.3-11.6
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OK AristoRod 13.22 cuaw

ER90S-G

Description

OK AristoRod 13.22 is a 2.5Cr-1.0Mo-alloyed,
copper-coated, solid wire for the GMAW of
creep-resistant steels of similar composition, with
service temperatures of up to 600°C, but is also
suitable for welding high strength steels.

OK AristoRod 13.22 is treated with ESAB’s uni-
que Advanced Surface Characteristics (ASC)
technology, taking MAG welding operations to
new levels of performance and all-round effi-
ciency, especially in robotic and mechanised wel-
ding. Characteristic features include excellent
start properties; trouble-free feeding at high wire
speeds and lengthy feed distances; a very stable
arc at high welding currents; extremely low levels
of spatter; low fume emission; reduced contact
tip wear and improved protection against corro-
sion of the wire.

Welding current
DC+

Welding parameters

Diameter, mm

1.0 2.7-14.7
1.2 2.7-12.4
1.6 3.1-8.1

148

Classifications

Wire feed, m/min  Welding current, A
80-280
120-350
225-480

SFA/AWS A5.28 ER90S-G
EN 12070 G CrMo2Si
Wire composition
C Si Mn Cr Mo
0.08 0.7 1.0 2.6 1.0

Typical mech. properties all weld metal

Yield stress, MPa 750
Tensile strength, MPa 890
Elongation, % 19
Charpy V

Test temps, °C  Impact values, J
+20 55

-40 30

Deposition rate kg

Arc voltage, V weld metal/hour

18-28 1.0-5.4
20-33 1.5-6.6
26-38 3.3-11.6



OK Autrod 13.23 cuaw

ER80OSN:i1

Description

OK Autrod 13.23 is a 0.9Ni-alloyed (ER80S-Ni1),
copper-coated, solid wire for the GMAW of low-
temperature, fine-grained steels. The wire provi-
des good impact toughness down to -50°C and
is especially suitable for use in the offshore
industry.

Welding current
DC(+)

Welding parameters

Diameter, mm Wire feed, m/min

0.8 2.0-10.8
1.0 2.7-14.7
1.2 2.7-12.4
1.6 3.1-8.1

Classifications

Welding current, A
40-170
80-280
120-350
225-480

SFA/AWS A5.28 ER80SNi1
Wire composition
C Si Mn Ni Mo
0.1 0.6 1.0 0.9 0.3

Typical mech. properties all weld metal

Yield stress, MPa 480
Tensile strength, MPa 560
Elongation, % 30
Charpy V
Test temps, °C  Impact values, J
+20 150
0 130
-46 70
-60 20

Approvals
BV SA4Y40M

Deposition rate kg

Arc voltage, V weld metal/hour

16-22 0.4-2.6
18-28 1.0-5.4
20-33 1.5-6.6
26-38 3.3-11.6
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OK Autrod 13.25 cuaw

ER100S-G

Description

OK Autrod 13.25 is a 1.0Ni-0.3Mo-0.1Ti-alloyed,
copper-coated, solid wire for the GMAW of low-
alloyed, high tensile strength steels and fine-grai-
ned steels for use in constructions such as brid-
ges, offshore and hoists with a minimum yield
strength of up to 610 MPa. The alloy has good
impact properties down to -60°C.

When used in mechanical pipe welding in narrow
grooves, yield strengths in excess of 700 MPa
may be obtained, permitting the overmatching of
X80 pipeline steel.

Welding current
DC+

Welding parameters

Diameter, mm Wire feed, m/min

Classifications

SFA/AWS A5.28 ER100S-G

Wire composition

C Si Mn Ni Mo Ti

Welding current, A

0.08 0.6 1.8 1.0 0.4 0.15

Typical mech. properties all weld metal

Yield stress, MPa 620
Tensile strength, MPa 700
Elongation, % 20
Charpy V

Test temps, °C  Impact values, J
-20 1

-40 90

-60 70

Deposition rate kg

Arc voltage, V weld metal/hour

0.8 2.0-10.8 40-170 16-22 0.4-2.6
1.0 2.7-14.7 80-280 18-28 1.0-5.4
1.2 2.7-12.4 120-350 20-33 1.5-6.6
1.6 3.1-8.1 225-480 26-38 3.3-11.6
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OK AristoRod 13.26 cuaw

ER80S-G

Description

OK AristoRod TM 13.26 is a 0.8Ni-0.3Cu-alloyed,
bare, solid wire for the GMAW of weathering
steels such as COR-TEN, Patinax, Dillicor and
so on. It is also suitable for high strength steels
with a yield strength of up to 470MPa.

OK AristoRod 13.26 is treated with ESAB’s uni-
que Advanced Surface Characteristics (ASC)
technology, taking MAG welding operations to
new levels of performance and all-round effi-
ciency, especially in robotic and mechanised wel-
ding. Characteristic features include excellent
start properties; trouble-free feeding at high wire
speeds and lengthy feed distances; a very stable
arc at high welding currents; extremely low levels
of spatter; low fume emission; reduced contact
tip wear and improved protection against corro-
sion of the wire.

Welding current
DC+

Welding parameters

Diameter, mm

0.8 2.7-14.7
1.0 2.7-14.7
1.2 2.7-12.4

Wire feed, m/min  Welding current, A
80-280
80-280
120-350

Classifications

SFA/AWS A5.28 ER80S-G
Wire composition
C Si Mn Ni Cu
0.1 0.8 1.4 0.8 0.4

Typical mech. properties all weld metal

Yield stress, MPa 540
Tensile strength, MPa 625
Elongation, % 26
Charpy V
Test temps, °C Imgact values, J
+20 14
0 142
-20 110
-40 83
-60 50

Approvals
DB 42.039.32
DNV I'YMS (M21)
DNV I1YMS (C1)
DS EN 440
u 42.039/1

Deposition rate kg

Arc voltage, V weld metal/hour

18-28 0.4-2.6
18-28 1.0-5.4
20-33 1.5-6.6
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OK Autrod 13.28 cuaw

ER80S-Ni2

Description

OK Autrod 13.28 is a 2.4Ni-alloyed (ER80S-Ni2),
copper-coated, solid wire for the GMAW of low-
alloyed and low-temperature steels in applica-
tions such as vessels, pipes and the offshore
industry, with a minimum yield strength of up to
470 MPa. The wire provides good impact tough-
ness down to -60°C.

Welding current
DC(+)

Welding parameters

Diameter, mm Wire feed, m/min

0.8 2.0-10.8
1.0 2.7-14.7
1.2 2.7-12.4
1.6 3.1-8.1
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Classifications

Welding current, A
40-170
80-280
120-350
225-480

SFA/AWS A5.28 ER80S-Ni2
EN 440 G2Ni2
Wire composition
C Si Mn Ni
0.1 0.6 1.1 2.4

Typical mech. properties all weld metal

Yield stress, MPa 540
Tensile strength, MPa 630
Elongation, % 28
Charpy V
Test temps, °C  Impact values, J
0 1
-40 100
-60 60

Approvals
DNV VYMS (M21)
UDT, EN 440
VdTuv

Deposition rate kg

Arc voltage, V weld metal/hour

16-22 0.4-2.6
18-28 1.0-5.4
20-33 1.5-6.6
26-38 3.3-11.6



OK AristoRod 13.29

Description

OK AristoRod™13.29 is a 0.3Cr-1.4Ni-0.25Mo-
alloyed, bare, solid wire for the GMAW of high
strength steels with low-temperature impact
toughness requirements. OK AristoRod 13.29 is
treated with ESAB’s unique Advanced Surface
Characteristics (ASC) technology, taking MAG
welding operations to new levels of performance
and all-round efficiency, especially in robotic and
mechanised welding. Characteristic features
include excellent start properties; trouble-free
feeding at high wire speeds and lengthy feed dis-
tances; a very stable arc at high welding cur-
rents; extremely low levels of spatter; low fume
emission; reduced contact tip wear and improved
protection against corrosion of the wire.

GMAW
ER100S-G

Classifications

SFA/AWS A5.28
EN 12534

ER100S-G
G Mn3Ni1CrMo

Wire composition

C Si Mn Cr Ni Mo

<0.1 0.5 1.6 0.3 1.4 0.2

Typical mech. properties all weld metal

Yield stress, MPa 700
. Tensile strength, MPa 800
Welding current Elongation, % 19
Charpy V
Test temps, °C  Impact values, J
+20 1
-20 70
-30 60
Approvals
DB 42.039.33
u . 42.039/5
vdTUv
Welding parameters
Deposition rate kg
Diameter, mm Wire feed, m/min  Welding current, A Arc voltage, V weld metal/hour
1.0 2.7-14.7 80-280 18-28 1.0-5.4
1.2 2.7-12.4 120-350 20-33 1.5-6.6
1.6 3.1-8.1 225-480 26-38 3.3-11.6
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OK AristoRod 13.31 cuaw

G Mn4Ni2CrMo

Description

OK AristoRod™ 13.31 is a 0.3Cr-1.9Ni-0.5Mo-
alloyed, bare, solid wire for the GMAW of high
strength steels, heat-treated steels and fine-grai-
ned structural steels with a yield strength of up to
850MPa, such as XABO90. OK AristoRod 13.31
is treated with ESAB’s unique Advanced Surface
Characteristics (ASC) technology, taking MAG
welding operations to new levels of performance
and all-round efficiency, especially in robotic and
mechanised welding. Characteristic features
include excellent start properties; trouble-free
feeding at high wire speeds and lengthy feed dis-
tances; a very stable arc at high welding cur-
rents; extremely low levels of spatter; low fume
emission; reduced contact tip wear and improved
protection against corrosion of the wire.

Welding current
DC+

Welding parameters

Diameter, mm

0.8 2.0-10.8
1.0 2.7-14.7
1.2 2.7-12.4
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Classifications

G Mn4Ni2CrMo
ER110S-G

EN 12534
SFA/AWS A5.28

Wire composition

C Si Mn Cr Ni Mo

Wire feed, m/min  Welding current, A
40-170
80-280
120-350

0.1 0.8 1.9 0.4 21 0.6

Typical mech. properties all weld metal

Yield stress, MPa 850
Tensile strength, MPa 890
Elongation, % 17
Charpy V

Test temps, °C  Impact values, J
0 70

-20 60

-30 50

Deposition rate kg

Arc voltage, V weld metal/hour

16-22 0.4-2.6
18-28 1.0-5.4
20-33 1.5-6.6



OK Tigl’Od 13.08 craw

ER80S-D2

Description

OK Tigrod 13.08 is a 1.5Mn-0.4Mo-alloyed
(ER80S-D2), copper-coated rod for the GTAW of
creep-resistant steels of the same type, such as
pipes in pressure vessels and boilers with a
working temperature of up to about 500°C. The
rod can also be used for welding low-alloyed,
high tensile strength steels.

Welding current

DC(-)
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.0 1000 5.0
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0

Classifications

SFA/AWS A5.28 ER80S-D2
BS 2901 part 1 A31
EN 1668 W 46 2 W4Mo
Wire composition
C Si Mn Mo
0.9 0.6 1.9 0.5

Typical mech. properties all weld metal

Yield stress, MPa 520
Tensile strength, MPa 615
Elongation, % 28
Charpy V

Test temps, °C

Impact values, J
-29 200
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OK Tigl’Od 13.09 craw

ER80S-G

Description

OK Tigrod 13.09 is a 0.5Mo-alloyed, copper-
coated rod for the GTAW of creep-resistant
steels of the same type, such as pipes in pres-
sure vessels and boilers with a working tempera-
ture of up to about 500°C.

Welding current

DC(-)
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.0 1000 5.0
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0
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Classifications

SFA/AWS A5.28 ER80S-G
EN 1668 W2Mo
EN 12070 W MoSi

Wire composition

C Si Mn Mo

0.1 0.5 1.1 0.5

Typical mech. properties all weld metal

Yield stress, MPa 540
Tensile strength, MPa 630
Elongation, % 25
Charpy V
Test temps, °C  Impact values, J
+20 1
-20 130
-40 90
-60 25
Approvals
DB 42.039.08
DNV HNYMS
ubnT DIN 8575
VI 42.039/2
vdTuv 04950



OK Tigl’Od 13.12 craw

ER80S-G

Description

OK Tigrod 13.12 is a 1.0Cr-0.5Mo-alloyed, cop-
per-coated rod for the GTAW of creep-resistant
steels of the same type, such as pipes in pres-
sure vessels and boilers. The rod can also be
used for welding low-alloyed, high strength steels
with a minimum tensile strength of 550 MPa.

Welding current

DC(-)
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.0 1000 5.0
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0

Classifications

SFA/AWS A5.28 ER80S-G
DIN 8575 W.nr. 1.7339
EN 12070 W CrMo1Si
Wire composition
C Si Mn Cr Mo
0.1 0.6 1.0 1.2 0.5

Typical mech. properties all weld metal

Yield stress, MPa 560
Tensile strength, MPa 720
Elongation, % 24
Charpy V
Test temps, °C  Impact values, J
+20 120
-20 50
-30 40
-40 20
-60 20

Approvals
UDT. DIN 8575
vdTuv 04952
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OK Tigl’Od 13.13 cmaw

ER100S-G

Description

OK Tigrod 13.13 is a 0.5Cr-0.5Ni-0.2Mo-alloyed,
copper-coated rod for the GTAW of high strength
steels with a minimum tensile strength of 690
MPa. The rod is also suitable for welding steels
where good impact strength at low temperatures
is required.

Welding current

DC(-)
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.0 1000 5.0
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0
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Classifications

SFA/AWS A5.28
EN 12534

ER100S-G
Mn3NiCrMo

Wire composition

C Si Mn Cr Ni Mo

0.1 0.7 1.4 0.6 0.6 0.2

Typical mech. properties all weld metal

Yield stress, MPa 585
Tensile strength, MPa 750
Elongation, % 27
Charpy V

Test temps, °C  Impact values, J
0 1

-20 85

-40 69



OK Tigl’Od 13.16 cmaw

ER80S-B2

Description

OK Tigrod 13.16 is a 1.3Cr-0.5Mo-alloyed
(ER80S-B2), copper-coated rod for the GTAW of
creep-resistant steels like SA-387 Grade 11, A
335 Grade P11 or similar materials. The rod has
a high purity chemistry with a guaranteed Brus-
cato factor X < 15.

Welding current

DC-
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.0 1000 5.0
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0

Classifications

SFA/AWS A5.28 ER80S-B2

Wire composition

C Si Mn Cr Mo
0.09 0.6 0.6 14 0.5

Typical mech. properties all weld metal

Yield stress, MPa 640
Tensile strength, MPa 730
Elongation, % 24
Charpy V

Test temps, °C

Impact values, J
-40 >47
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OK Tigl’Od 13.17 craw

ER90S-B3

Description

OK Tigrod 13.17 is a 2.5Cr-1.1Mo-alloyed
(ER90S-B3), copper-coated rod for the GMAW of
creep-resistant steels like SA-387 Grade 22,
A335 Grade P22 or similar materials. The rod
has a high purity chemistry with a guaranteed
Bruscato factor X < 15.

Welding current

DC-
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.0 1000 5.0
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0

160

Classifications

SFA/AWS A5.28 ER90S-B3

Wire composition

C Si Mn Cr Mo

0.09 0.6 0.6 25 1.0

Typical mech. properties all weld metal

Yield stress, MPa 620
Tensile strength, MPa 730
Elongation, % 22
Charpy V

Test temps, °C

Impact values, J
-40 >47



OK Tigrod 13.22 craw

ER90S-G

Description

OK Tigrod 13.22 is a 2.5Cr-1.0Mo-alloyed, cop-
per-coated rod for the GTAW of creep-resistant
steels such as pipes in pressure vessels and
boilers of similar composition, with service tem-
peratures of up to 600°C, but it is also suitable for
welding high strength steels.

Welding current

DC(-)
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.0 1000 5.0
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0

Classifications

SFA/AWS A5.28 ER90S-G
DIN 8575 W.nr 1.7384
EN 12070 W CrMo2Si

Wire composition

C Si Mn Cr Mo

0.08 0.7 1.0 2.6 1.0

Typical mech. properties all weld metal

SR 750°C/0.5h

Yield stress, MPa >400
Tensile strength, MPa >500
Elongation, % >18
Charpy V
Test temps, °C Impact values, J
+20 200

Approvals
Sepros UNA 046731
UDT EN 12070
VdTUV
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OK Tigl’Od 13.23 cmaw

ER80S-Ni1

Description

OK Tigrod 13.23 is a 0.9Ni-alloyed (ER80S-Ni1),
copper-coated rod for the GTAW of low-tempera-
ture, fine-grained steels. The wire provides good
impact toughness down to -50°C and is espe-
cially suitable for use in the offshore industry.

Welding current

DC(-)
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.0 1000 5.0
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0
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Classifications

SFA/AWS A5.28 ER80S-Ni1

Wire composition

C Si Mn Ni Mo

0.08 0.6 1.0 0.9 0.3

Typical mech. properties all weld metal

Yield stress, MPa 500
Tensile strength, MPa 600
Elongation, % 25
Charpy V

Test temps, °C  Impact values, J
0 2

-20 200

-46 140

-60 90



OK Tigl’Od 13.26 craw

ER80S-G

Description

OK Tigrod 13.26 is a 0.8Ni-0.3Cu-alloyed, cop-
per-coated solid rod for the GTAW of weathering
steels such as COR-TEN, Patinax, Dillicor and
so on. It is also suitable for high strength steels
with a yield strength of up to 470MPa.

Welding current

DC(-)
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.0 1000 5.0
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0

Classifications

SFA/AWS A5.28 ER80S-G

Wire composition

C Si Mn Ni Cu
0.1 0.8 14 0.8 0.4

Typical mech. properties all weld metal

Yield stress, MPa 480
Tensile strength, MPa 580
Elongation, % 30
Charpy V
Test temps, °C  Impact values, J
+20 1
-20 70
-40 60

Approvals
DNV IVYM
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OK Tigl’Od 13.28 craw

ER80S-Ni2

Description

OK Tigrod 13.28 is 2.4Ni-alloyed (ER80S-Ni2),
copper-coated rod for the GTAW of low-tempera-
ture, fine-grained steels in applications such as
pressure vessels, pipes and the offshore indus-
try, with a minimum yield strength of up to 470
MPa. The wire provides good impact toughness
down to -60°C.

Welding current

DC(-)
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.0 1000 5.0
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0
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Classifications

SFA/AWS A5.28
EN 1668

ER80S-Ni2
W2Ni2

Wire composition

(o Si Mn Ni

0.1 0.6 1.1 2.4

Typical mech. properties all weld metal

Yield stress, MPa 540
Tensile strength, MPa 630
Elongation, % 30
Charpy V
Test temps, °C  Impact values, J
-20 2
-40 180
-60 150

Approvals
UDT, EN 440
vdTuv



OK Tigl’Od 13.32 craw

ER80S-B6

Description

OK Tigrod 13.32 is a 5Cr-0.5Mo-alloyed (ER80S-
B6), copper-coated rod for the GTAW of creep-
resistant steels of similar composition. The rod is
also suitable for welding high strength steels with
a minimum yield strength of up to 730 MPa.

AWS has changed the classification for this prod-
uct. The previous classification was A5.9 ER502.

Welding current

DC(-)
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0

Classifications

SFA/AWS A5.28 ER80S-B6
DIN 8575 W.nr. 1.7373
EN 12070 WCrMo5

Wire composition

C Si Mn Cr Ni Mo Cu

007 04 06 58 <03 06 <04

Typical mech. properties all weld metal

Yield stress, MPa 730
Tensile strength, MPa 900
Elongation, % 22
Charpy V

Test temps, °C  Impact values, J
+20 1

-20 80

-29 50
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OKTigI'Od 13.37 cmaw

ER80S-B8

Description

OK Tigrod 13.37 is a 9Cr-1Mo-alloyed, copper-
coated rod for the GTAW of high temperature
steels and steels for hot hydrogen service, espe-
cially in oil refineries. The electrode is a plain
ER505 type.

Welding current

DC(-)
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
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Classifications

SFA/AWS A5.28 ER80S-B8
EN 12070 W CrMo9

Wire composition

C Si Mn Cr Mo

0.08 0.4 0.6 9.0 1.0

Typical mech. properties all weld metal

Yield stress, MPa 540
Tensile strength, MPa 660
Elongation, % 26
Charpy V

Test temps, °C  Impact values, J
-20 1

-40 120

-60 90



OK Tigl’Od 13.38 cmaw

ER90S-B9

Description

OK Tigrod 13.38 is a 9CrMoVN-alloyed rod for
the GTAW of high-temperature steels and steels
for hot hydrogen service, especially in oil refiner-
ies. It should preferably be used for 9% Cr steels,
such as P 91/T 91 steels.

The alloy is modified in terms of the limits for
impurity elements and is extremely "clean". This
produces improved strength levels both at room
temperature and at higher temperatures.

AWS has changed the classification for this prod-
uct. The previous classification was A5.9 ER505.

Welding current

DC(-)
Packing data
Weight of rods/
Diameter, mm Length, mm box, kg
1.0 1000 5.0
1.6 1000 5.0
2.0 1000 5.0
2.4 1000 5.0
3.2 1000 5.0
4.0 1000 5.0

Classifications

SFA/AWS A5.28
EN 12070

ER90S-B9
W CrMo91

Wire composition

C Si Mn Cr Ni Mo
0.1 0.2 0.5 8.9 0.7 1.0

Typical mech. properties all weld metal

Yield stress, MPa 690
Tensile strength, MPa 785
Elongation, % 20
Charpy V
Test temps, °C  Impact values, J
+20 2
0 180
-20 150
-40 90
-60 70

Approvals
UDT. DIN 8575
vdTuv 07686
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OK Autrod 12.24 saw

EA2

Description

OK Autrod 12.24 is a copper-coated, molybde-
num-alloyed wire for the submerged arc welding
of non-alloyed and low-alloyed steels.

It can be combined with OK Flux 10.47, OK Flux
10.61, OK Flux 10.62, OK Flux 10.71, OK Flux
10.72, OK Flux 10.73, OK Flux 10.81 and OK
Flux 10.83.

OK Autrod 12.34 saw

EA4

Description

OK Autrod 12.34 is a manganese-alloyed, cop-
per-coated wire for the submerged arc welding of
medium- and high-strength structural steels. OK
Autrod 12.34 should preferably be used together
with non-alloying or slightly alloying fluxes, such
as OK Flux 10.62, when high weld metal quality
requirements must be met.

Other combinations include OK Flux 10.40, OK
Flux 10.61 or 10.71, 10.73 or 10.74 in high dilu-
tion welds, such as pipe mill applications..

OK Autrod 12.44 saw

EA3

Description

OK Autrod 12.44 is a Mn-Mo-alloyed, copper-
coated wire for the submerged arc welding of
high tensile steel and steel for low temperature
work. It can be combined with OK Flux 10.62.
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Classifications

SFA/AWS A5.23 EA2
EN 756 S2Mo
EN 12070 S Mo

Wire composition

C Si Mn Mo
0.1 0.1 1.1 0.5
Classifications
SFA/AWS A5.23 EA4
EN 756 S3Mo
EN 12070 S MnMo
Wire composition
C Si Mn Mo
0.1 0.15 1.5 0.5
Classifications
SFA/AWS A5.23 EA3
EN 756 S4Mo
Wire composition
C Si Mn Mo
0.11 0.15 2.0 0.5



OK Autrod 13.10 SC

Description

OK Autrod 13.10 SC is a low-alloyed, copper-
coated wire designed for the submerged arc
welding of creep-resistant steels of the
1.25Cr0.5Mo type, especially designed for step
cooling applications. It can be combined with
OK Flux 10.61, 10, 62 and 10.63.

OK Autrod 13.20 SC

Description

OK Autrod 13.20SC is a low-alloyed, copper-
coated wire designed for the submerged arc
welding of creep-resistant steels of the
2.25Cr1Mo type, especially designed for step
cooling applications.

It can be combined with OK Flux 10.61, 10.62
and 10.63.

OK Autrod 13.21

Description

OK Autrod 13.21 is a copper coated, nickel-
alloyed (1Ni) wire designed for submerged arc
welding. It can be combined with OK Flux 10.62.

SAW
EB2R
Classifications
SFA/AWS A5.23 EB2R
EN 12070 S CrMo1
Wire composition
C Si Mn Cr Mo
0.10 0.15 0.7 1.2 0.5
SAW
EB3R
Classifications
SFA/AWS A5.23 EB3R
EN 12070 S CrMo2
DIN 8575 UP S1 CrMo2
Wire composition
C Si Mn Cr Mo
0.10 0.15 0.6 2.3 1.0
SAW
ENif
Classifications
SFA/AWS A5.23 ENiA
EN 756 S2Ni1
Wire composition
C Si Mn Ni
0.08 0.2 1.0 1.0
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OK Autrod 13.24

SAW
EG

Description

OK Autrod 13.24 is a low-alloyed, copper-coated
wire for submerged arc welding, to be used when
the requirements imposed on the weld metal are
rigorous - in the in offshore industry, for example.
It can be used in combination with OK Flux 10.62
andOK Flux 10.71.

OK Autrod 13.27

SAW
ENi2

Description

OK Autrod 13.27 is a copper-coated, low-alloyed,
2%Ni electrode for the submerged arc welding of
low-alloyed and low-temperature steels for appli-
cations in the offshore industry, for example.

It can be combined with OK Flux 10.62 and OK
Flux 10.71.

OK Autrod 13.36

SAW

Description

OK Autrod 13.36 is a CuNi-alloyed wire for the
submerged arc welding of weathering steels of
theUSS CORTEN A, B and C