® STAINLESS STEEL WELDING ELECTRODE

SUMO

INDUSTRIAL

FEATURE
E308L-16 is used for welding stainless steel
structures that fabricated by 022Cr19Ni10 or
06Cr18Ni11 Ti (e.g. 304L or 308L) stainless steel,
which work temperature lower than 300, such as facilities
of synthetic fibre, fertilizer, petrochemical equipment and so on.

The weld metal has good resistance to intercry stalline corrosion.
APPLICATIONS , 2&’3‘
e Type 302, 304 and 308 stainless steels. A8l dwduiFanduauiad 5
®A743 and A744 Type CF-8 cast material. danuzil  iaanandanldiniizaNnuBuny

SPECIFICATION
Trademark Size (mm) (AC or DC+) Pack /Tube Pack /Carton
SO 22.0x300 | 25-50A 2 kg 20 kg
=0 @2.6x300  50-80A 2 kg 20 kg
=iklels @3.2x350 | 80-110A  2kg 20 kg

| Chemical Composition of Deposited Metal (%) | _
| Element | C | Mn | Si | Cr | Ni | Mo | Cu | § | P |
Actual Result| 0046 | 105 | 069 | 1941 | 928 | 008 | 008 | 001 | 0025 |

Size, Piece & Recommended Current (AC or DC+)

Sz [ 20000 | 2500 | 3250 | 401350 | 501350
Corrent (A)
“v.on | sow45 | so-10 | 7105 | ss-ra0 | -

AWARNING

PROTECT yourself and others. Read and understand this information. | &
FUMES AND GASES can be hazardous to your health. LS

ARC RAYS can injure eyes and burn skin. g = = T
ELECTRIC SHOCK can KILL. ANIQoU: HDUQUﬂSNUO\)ﬂUI’!ﬂﬂS\)
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Mechanical Properties if Deposited Metal (2.0)

Tensile Test Of Deposited Metal V-Notch Impact Test
. : : 2 2 Diffusion
Test item | Tensilestrength | Yield point | Elongation |ImpactTemp | Impact XRay  |hydrogen content
Rm (MPa) ReL (MPa) (%) ('C) value (ml100g)
Standard =550 * 230 * * 2-2T *
Actual Result| 660 * 37 * * Passed *
Mechanical Properties if Deposited Metal (2.6)
Tensile Test Of Deposited Metal V-Notch Impact Test
Test item | Tensilestrength | Yield point | Elongation |ImpactTemp | Impact XRay by ero-igf:e?:::;tent
Rm (MPa) Rm (MPa) (%) ('C) value (ml100g)
Standard 2430 2330 217 227 TI 2-2T *
Actual Result 557 462 30 69.66.60 Tl Passed *
Mechanical Properties if Deposited Metal (3.2)
Tensile Test Of Deposited Metal V-Notch Impact Test
Test item | Tensilestrength | Yield point | Elongation |ImpactTemp | Impact XRay by ero-igf:e?:::;tent
Rm (MPa) ReL (MPa) (%) ('C) value (ml100g)
Standard 2430 2330 217 227 TI 2-2T *
Actual Result 557 462 30 69.66.60 Tl Passed *
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for thin metal sheet, structures.
SUGGESTION :

1. With welding currents within the proper ranges, because excessive welding currents

may degrade X-ray soundness.

2. Redry at 70-100°C for 30-60 minutes, if the electrode pickedup excessive moisture.
This is because excessive moisture in the coating may degrade electrode’s usability

Nl
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EASY TACK WELD, LOW LEVEL AND ODORLESS FUME.
Sumo EASYWELD 6013 has outstanding characteristics such
as stable arc, beautiful bead appearance, affordable price.
Sumo is a titania type flux coated electrode which is suitable

and cause the occurrence of pits in the weld metal.

3. Avoid excessively high temperatures and long time in redrying because the excessive
redrying may damage the coating, causing less penetration, poor X-ray soundness,

and electrode burn.

4. If non-low-hydrogen type electrode, medium to thick mild steel work should be
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preheated at an appropriated temperature.
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E6013

FosowBou 1SguIdeuadeiduiuod Trademark S alle
«IAnsodvAsgudvaLsadouldnniday E6013 ?2.0x300 | 20 kg | 20 Boxes/Cin [IWASIVETIay
-TUTQo'l'umumaunma\)msmnm:r]
s1kudksuTgTuvruiBouroly E6013 ?3.2x350 |20kg | 4Boxes/Ctn [T

eIKUN:=d1KSUIASOVIGON AC l1a: DC

uu']man-fuuu'](maons ||aTWc]'] Chemical Composition of Deposited Metal (%)
ﬁOHU:dT Element c Si Mn S P Cr Ni Mo 3
é’]hs'mﬁamhan US'UnS:IIaTWW‘lTﬁ Requirement <0.12 <1.0 <1.20 (=0.035|<0.040| =0.20 [ =0.30 | =0.30 | =0.08
IKUIaUAULUNGAIUNQ Actual Result | 0.070 0.13 0.28 0.014 | 0.029 | 0.043 | 0.013 | 0.0062 | 0.0073
o Mechanical Properties of Deposited Metal X-Ray
= S n-"clau o Tensile Strength Yield Elongation | Impact Temp | Absorbed Energy ]I
In UTUHIIK\) UsiADInAIILBU Lo S ot il MR ) &
s Requirement =420 2330 222 0 247 Acceptable
- Y L o
Il “d Actual Result Pass Pass | Pass | Pass Pass foy (s

KEEP DRY FRAGILE HANDLE WITH CARE

A WARNING

ELECTRIC SHOCK CAN KILL :

* Insulate welder from workpiece and ground using dry insulation. Rubber mat or dry wood.

* Wear dry. hole-free gloves. {Change as necessary to keep dry.)

* Do not touch electrically “hot™ parts or electrode with bare skin or wet clothing.

# |f wet area and welder cannot be insulated from workpiece with dry insulation. use

ARC RAYS CAN BURN EYES AND SKIN :
* Select a filter lens which is comfortable for you while welding.
* Always use helmet when welding.
* Provide non-flammable shielding to protect others.

* Wear clothing which protects skin while welding.
WELDING SPARKS CAN CAUSE FIRE OR EXPLOSION :

* Do not weld on containers which have held combustible materials (unless
strict AWS F4.1 procedures are followed). Check before welding.

%"

for electrode.

» Provide additional ventilation/exhaust where special ventilation requirements exist.

a semiautomatic. constant-voltage welder or stick welder with voltage reducing device.
* Keep electrode holder and cable insulation in good condition.
Do not use if insulation damaged or missing.

FUMES AND GASES CAN BE DANGEROUS :
= Use ventilation or exhaust to keep air breathing zone clear. comfortable.
# Use helmet and positioning of head to minimize fume in breathing zone.
* Read warnings on electrode container and material safety data sheet (MSDS)

* Use special care when welding in a confined area.

* Do not weld unless ventilation is adequate.

VIUIBOU dawanau : WELDING

* Hemove flammable materials from welding area or shield from sparks. heat.
* Keep a fire watch in area during and after welding.

* Keep a fire extinguisher in the welding area.

= Wear fire retardant clothing and hat. Use earplugs when welding overhead.

CONFINED SPACE :

* Carefully evaluate adeguacy of ventilation especially where electrode requires
special ventilation or where gas may displace breathing air.

# |f basic electric shock precautions cannot be followed to insulate welder from
work and electrode. use semiautomatic. constant-voltage equipment with cold
electrode or stick welder with voltage reducing device.

* Provide welder helper and method of welder retrieval from outside enclosure.
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Medium carbon and low alloy steels and Thick plate Bulldings,
Ship Building and Pressure Vessels.

Inanna)wal

Featuras & Applcations ETO18 is used for main pans of ships, e.g.
brilere, prazsura vassals end pipee made by equivelent tenala strength
stesl, auch 23 A B D E ARSE or EhdE. Also it can be applied
to homothetic strangth structures of bridges, machinerias,
wehicles constructions, &nd =0 on. The weld metal has good
parformence of plasticity, impact foughness and crack resistence.
e
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LOW-HYDRDOGEN WELDING ELECTRODES

fasaisoulwwa il ANIUD)

L-58 E7016

TYPE of Covaring !
Levar Hypdrogen, Potassium
Welding Position :

F. H, HF, OH, ¥

Type of Gurrent :

AC or DCEP

L o

4.0

The standard of mechanical propartiea conforma to shipping

institution and the cartificate of inspection would follow it unless

tha purchaser hes speciel requirament.

Diffusibile in metal: =8mi1

X-ray ruﬁngmmc ir?mwmq:acliun: Gradel ol b

GUIDELINES FOR USE

= Al wetar, nest and oil should be complexdy remowvad from bazsa
matesial to pravent crackimg and blowholes,

= For improved impact properties, avoid vsed of excessiva
amperaga lavals.

= Backstep meathod should be applied to prevent blowhaolas

Elnd gna I:i..lrlﬂﬁ arc start.

d b= kept as short a5 possible during welding.

- Il waawing is required, tha width should not exceed 3x tha
diameter of the electrada.
REDRYING: = All controfled hydrogan electrodes will perform
optimally when they are dry. = Excellent protection against
moisture pick-up in good storege conditions. = Should redrying
ba necasaary, remowve electrodes from the packet/container and
epread thinly and evanly on racks in a ventileted owan.
= [For electrodes that have had & short or mild to tha
atmosphers than re-drging &t 572 “F[300 "C] for 1 hour will ba
sufficient. = For aelectrodes that hawe bean axposed to longer
or mose aggressive conditions or for critical work re-drying at
572-852 "Fi300-350 °C) for 1-2 howrs is racommendad.
After re-drying alecirodes showld be stored in a hot box.
MNOTICE:
1. The rod should be baked &t 350 °C for 1 howr belore use.
2. The surfaces to be welded must be cleaned & way impurnities
of oil contamination, ruest, moisture and =0 on.

3. Ehort arc and nemrow-gap welding is recommended.
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MechanicallP roperties

] P fwean| Prie |

E7016 @2.6x350 eo-o0a 10 Boxestcin 20kgs g WII[VREEN
E7016 @3.2x350 o0-1308 4 BaresiCin 20kgs [y Weds I
E7016 @4.0x400 150-190A 4 BoresiCin Zﬂhgs

Size & Recommendad Current (ACSTOV or DC+)

Size(mm) 262350 | 3.2x350 | 4.0:400 | 5.0=400
F.H 70-110 | 100-140 | 120-180 | 180-230
Curremt{A)
V.COH 50-80 80-110 130-170 -

It i= epplicabde to all-position welding of mild steel madium carbon end low
alloy steels and thick plete has good mecharcal property and anti-cracking

ahilty resistanca.
ELMLHEEcmbEumdfurEmrHMMrun applications such
portant structursl

ing and
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LOW-HYDRDOGEN WELDING ELECTRODES
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Chemical Composition of Deposited Metal(%) ©&2.6mm

Test item C Mn Si S P Cr Ni Mo v
Standard =0.15 =1.6 =075 | =0.035 | =0.035 | =0.20 =030 =030 =0.08
Actural resuit | 0.071 116 0.33 0.014 0.016 0.02 0.02 0.01 0.01
Mechanical Properties of Deposited Metal
Tensile Test of Deposited Metal V-Notch Impact Test Diffusion
Testitem  [Tensile strength Yield point | Elongation | Impact temp | Impact value |%-Ray | hydrogen content
Rm (MPa) | ReL(MPa) | (%) (*C} Average(J) (mir100g)
Standard =490 =400 222 -30 227 | =7
Actural resuit 550 486 26 -30 120,110,117 | 21

Chemical Composition of Deposited Metal(%) ©3.2mm

Test item C Mn Si S P Cr Ni Mo v
Standard =0.15 =1.6 =0.75 | =0.035 | =0.035 | =020 =0.30 =0.30 =0.08
Actural resuit | 0.073 1.18 0.35 0.014 0.016 0.01 0.01 0.01 0.01
Mechanical Properties of Deposited Metal
Tensgile Test of Deposited Metal V-Motch Impact Test Difusion
Testitem | Tensile strength| Yield point | Elongation | Impact temp | Impact value |X-Ray | hydrogen content
Rm{MPa) | ReL{MPa) (%) "C) Average(J) (mi100g)
Standard =490 2400 =222 -30 227 | =7
Actural resuit K55 489 28 -30 122108, 119) | 21

Chemical Composition of Deposited Metal(%) @4.0mm

Test item C Mn Si 5 P Cr Ni Mo v
Standard =0.15 =16 =0.75 | =0.035 | =0.035 | =020 =0.30 =0.30 =0.08
Actural resuit 0.07 1.24 0.45 0.014 0.013 0.02 0.02 0.02 0.03
Mechanical Properties of Deposited Metal
Tensile Test of Deposited Metal V-Notch Impact Test Diffusion
Testitem  |Tensile strength| Yield point | Elongation | Impact temp | Impact value |X-Ray | hydrogen content
Rm(MPa) | RelL(MPa) (%) [*C) Average(J) {mi100g)
Standard =490 =400 =22 -30 =27 | =7
Actural resuit 550 468 28 -30 124 117 109] | 2.1
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APPROVED
BY AWS AS1 EBD13

DIN E 4332R(C]3
C€ 150 2560-A-E 350R

JIS: D 4313 e
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Sumo Green EASYWELD 6013 is rutile type covered electrode Usability and weldability.

made from germen ilmenite (a composition of iron oxide and (1) Suitable for welding
titanium oxide) for better weld results. Design for special vertical heavy-duty structures

downhand welding for mild steel and offering unsurpassed usability due to superior X-ray

and weldability in all-position butt and fillet welding especialy in soundness, higher ductility, higher notch

5G|
BeLTERROEISRIE -...... o ooneves oo

nSolrannIDuady Dastuthuuluoiu and for rusty or oily steel in
BOUU']SDIIa DUBOUINSU maintenanceand repair work. -

o IWSUBOVEWsNaUd TsTa s:uuno * Automobile frames,
storage tanksand piping.

¢ All-position welding.

~r e 108

WELDING ELECTRODES

welding sheet metals and medium-thick (up to 20 mm) plates, toughness deeper penetration and consistent tensile properties.
tack welding and other types of welding which require smooth (2) Suitable for welding thicker steel plates with a thickness of up to
and clean bead appearance. It can be used on both AC or DC about 20 mm. due to superior hot crack resistance.

with excellent performance. SPECIFICATION » = JAUM
SUGGESTION : = 5

1.With welding currents within the proper IF]SE}RE(H;J'E?I{']SF}'] Sigel-l(:nqm) g ?Jlﬂg

ranges, because excessive welding currents

may degrade Xray soundness. »E6013 ?2.6x350 |20 kg | 10 Boxes/Ctn NSO RGN

2.Redry at 70-100°C for 30-60 minutes, if

the electrode picked up excessive moisture. »E6013 ?3.2x350 20 I<g 4 Boxes/Cth 1'4 00.-/Ctn

This is because excessive moisture in the

3.Avoid excessively high temperatures and

redrying may damage the coating, causing

less penetration, poor X-ray soundness,
and electrode burn. Requirement <0.20

coating may degrade electrode’s usability and
cause the occurrence of pits in the weld metal. E6013 ?4.0x400 20 kg 4 Boxes/Ctn 1 r4 00 «~/Ctn
Element c Si Mn S P Cr Ni Mo V'
1.0 <120 | =0035(<0040| =020 | =030 | <030 | =0.08
Actual Result 0.061 0.21 0.33 0.019 0.025 0.045 0.020 0.004 0.005

4.1f non-low-hydrogen type electrode, medium
to thick mild steel work should be preheated

at an appropnated temperature. — Mechanical Properties of Deposited Metal X-Ray

3 STU a ,] h S U I U a U I H a n Egv Model Tensi::.| {‘;:';znglh YieI?MS;I:)ngm Elon‘iaﬁon Impa(ﬁ}: 1}'emp Ahsnrbe{ajl}Energy ]I

Ua“ u:u-l : Jsuns:ii a-[w W ']TK ! 2.6 Requirement =420 =330 >22 0 =47 Acceptable

IKUN:aUAUDIUNGAzuUNQ s ) Ees P i s Foss 150:2001
——————— BER | 03 |Revitment|  >430 >330 >17.0 0 > 47

AIARU : IN UTU NIKVUSIADINAD LU ActualResult| 523 445 200 0 69 73 64

A WARNING

ELECTRIC SHOCK CAN KILL :

] = Insulate welder from workpiece and ground using dry insulation. Rubber mat or dry wood.

* Wear dry, hole-free gloves. (Change as necessary to keep dry.)

* Do not touch electrically “hot™ parts or electrode with bare skin or wet clothing.

* |[f wet area and welder cannot be insulated from workpiece with dry insulation. use
a semiautomatic, constant-voltage welder or stick welder with voltage reducing device.

= Keep electrode holder and cable insulation in good condition.

FUMES AND GASES CAN BE DANGEROUS :

* Use ventilation or exhaust to keep air breathing zone clear. comfortable.

* Use helmet and positioning of head to minimize fume in breathing zone.

* Read warnings on electrode container and material safety data sheet (MSDS)
for electrode.

* Provide additional ventilation/exhaust where special ventilation reguirements exist.

* Use special care when welding in a confined area.

* Do not weld unless ventilation is adequate.

VIUIZoU dawanau : WELDING

ARC RAYS CAN BURN EYES AND SKIN :

* Select a filter lens which is comfortable for you while welding.
* Always use helmet when welding.
=~
_,4 * Provide non-flammable shielding to protect others.

* Wear clothing which protects skin while welding.

%«F WELDING SPARKS CAN CAUSE FIRE OR EXPLOSION :

.| * Do not weld on containers which have held combustible materials {unless
strict AWS F4.1 procedures are followed). Check before welding.
* Remove flammable materials from welding area or shield from sparks. heat.
* Keep a fire watch in area during and after welding.

Do not use if insulation damaged or missing. —im Keep a fire extinguisher in the welding area.

* Wear fire retardant clothing and hat. Use earplugs when welding overhead.

CONFINED SPACE :

* Carefully evaluate adequacy of ventilation especially where electrode requires
special ventilation or where gas may displace breathing air.

* |i basic electric shock precautions cannot be followed to insulate welder from
work and electrode. use semiautomatic. constant-voltage eguipment with cold
electrode or stick welder with voltage reducing device.

* Provide welder helper and method of welder retrieval from outside enclosure.

Category 02
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® Welding Electrode Cast Iron
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180%001:2015
CERTIFIED

Application Standard:

Y AWS A5.15 ENiFe-Cl
150 1071: ENiFe-Cl

JIS Z 3252 DFCNiFe

ajolzjaumanhaanu||nu!LJuTah:wauuma-maﬂ
B méaudaansﬂvﬂm’ﬁUnmauﬂﬁfumsao
1ISVAUFVTAWITOISVFVTADIWAEDVADE
1a:AdUUS:3nEN1SugNgIBOIFURCH

Cast iron welding rod with a nickel-iron alloy core and a strong
reducing graphite coating. Has the characteristics of high strength,
good plasticity, and low linear expansion coefficient.

1R S?ﬁ\)'l u . i Size and Recommended Current (AC or DC#):

IKW:EKSUNISEDUIIBUNSIBOUYDVBUEIUIKAN | Diameter(mm) | 2.6 | 3.2 WELDINGEOSIHON
Kaodimila:1kanikligoNd1AtYUADIWNTONISOGD | Length(mm) | 300 | 350 E .
13U NS:UaNgU AUVIASAVYUG RS annav IJuAu | Current(d) | 50-80 |90-120

APPLICATION: Suitable for repair welding of important
high-strength gray castings and ductile iron castings, WechanicalRropertios el NP RIGCE
such as cylinders, engine seats, gears, rollers, etc. Pack
-] (-] =
AU Ni55 [EXZEN 1,500-/kg
=]
1. FDSE)UEDOHE)(UHQ{U 80°C - 120°C 10u N|55 3.2x350 450-/kg
Jo 1 i ! UJTU\)ﬂaU gvu

Trade name Diameter (mm) Application standard )
2. Wunno:Ioudova: E)”lOLJS']FTD’]ﬂa\)aﬂLJSﬂ BN T T T
IUU Uﬂ‘UU duu HD’]UUU IGUOU Chemical composition of deposited metal (%)
3.109150U HDSODOIUOUIWOS U"]EJFD"]UIF]SUO Testitem| C | Mn | Si S Ni | Cu| Al | Fe |Others
SOU“] US|3mn|UaU|WaHaﬂ|aEJ\)ﬂ']S||OﬂS"!3 Standard | <2.0 | <25 | <40 | <0.03 | 4560 | <25 | <1.0 (Balance| <1.0

a4 |WE)|WUF]3']UEHU']S{']TUﬂ']SO']Uﬂ']Uﬂ']S Actural Result| 1.26 | 0.85 [ 1.24 | 0.012 | 5245 0.12 | 0.12 |Balance| 0.13

echanical properties of deposited metal

||cm51:)||a msna\ﬂo F]:)STU fnS: IIEITWW'I Tensile test of deposited metal | V-Notch impact test Hartnges | ECETTCy
UU-‘]Olaﬂ?j\)D UDHaOﬂWSUUUODaDaﬂ USﬂ Test item |Tonsio stength | Yied strength | Elongation | Impact | Impact valua aBrHr:Jess of
T Rm (MPa) | ReL(MPa) (%) Temp (°C) | average ()} Coating
IUWHSOEJIU ouYINIaKk:=¥U Standard | 400579 296-434| 618 | * + 165218 <7%
INSTRUCTIONS \Actural Result| 420 320 9 : i 200 | Pass J
1. The rod should be baked at 80°C-120°C for Lhours before use.
2. The surfaces to be welded must be cleaned away (WARNING R LI TRl eIl hanlaaona'\ubu
impurities of oil contamination, rust, moisture and so on. KIBERIIEEr RSl RNV R NIV Rk S L RIEE
3. When welding, hammering the weld joint to dispel stress  NifeEE |n0|Ua:)Twoaoa:JuaUnsruUa\)nu 15u Hu'm'm
around the welding region to avoid crack. , Aunavidou nuija yadavAuAusiAvNAsIuLTUNa:
4. To increase ability of crack-resisting and machinable, gao|n'1u5na WoUavauasie Ao199:1AafusIvnNIe
small current is recommended, meanwhile could reduce f and others. Read and unde this information. | .«
impurities to permeate the weld seam from base metal. azardous to y h. )
C S can i e eye 1 burn skin. CTRIC SHOCK can KILL. | xeerory

VIUIBOU dawanaun : WELDING Category 02



® Weldm Electrode Cast Iron
SUMO 2

INDUSTRIAL

W1 2015
CERTIFIED
Application Standard:
AWS A5.15 ENiFe-Cl

IS0 1071: ENiFe-Cl
JIS Z 3252 DFCNiFe

SumannasUUNAINN %
[nunp's:mns‘; 1b),
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nas:ulgul NIUU
Cast Iron Pipe

IASOVINSKUN lnsvasviso JIUIASOVINS

USsuifsuntuauya idonlKikur:Auviuiouikinkdo
Ni55

UniNa 55% Wawikan IduAWIgvISY GnINausans IqunN1sUSUIEvOIU 9QS
NUISVASINA §U||5\360Tdﬁﬂ§\)uci\)mnn3'1 VIUGOUND aomsuons‘mné’\)lld\ﬂdd
NI98 IKUN: numunma\)msnmuuuwsom\) IKUN: numunoa\)msmwa 198Q

TAsvasoguingon udiuindovdns udonindovaud |aaau navndvlda

Jds:ansmwnsisou ﬁagaﬁmww:nsuﬁau NNSAJDUAUATUNTW
(Welding Performance) (Comprehensive specification) (Quality Control)
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Fewer spatters and droplets Operate Provide appropriate diameter Stringent quality control processes
in various positions and angles. and length based on during production.
Stable arc ignition and maintenance. different welding requirements. Closely monitor raw materials, products.
Visually appealing weld seams. Suitable for welding workpieces of Traceable quality provides consumers
Easy to clean varying thicknesses and materials. with confidence in their selection.
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INDUSTRIAL

CERTIFIED
AWS A5.15 ENi-CI
1SO 1071: ENi-CI
JIS 7 3252 DFCNi
TR —1—
vwusoumannasQ=190 & A

aJaidouikankaonunnuidutifausans
I1a:1ndaudaunsiiwdninuauuaiunisaa
ISVAugvLIAUAIUNIUGaNISIansIdla:
Us:ansnwlunisus:udanand

Cast iron welding rod with pure nickel core and strong

reducing graphite coating. Has good crack resistance
and processing performance.

n1sigviu S|ze and Recommended Current (AC or DC+):
1K1 MSUMSEOUIBUMSITOUYOLBUEIUIKAN KUY WELDING POSITION

la:WURdAKIUNISNAD 15U AtvIASaVEUd S10UU8Y Length(mm E .
IASavDonanUvIfes Ia:3udoulknkaodindug AdAty | Current(d) | 50-80 | 90-120 G

APPLICATION: Suitable for repair welding of thin cast iron parts
and machined surfaces, such as engine seats, machine tool
guide rails, gear seats and other important gray cast iron parts. Trademark Size (mm) Pack

AU Ni98 | 2.6x300 |1 kg | 2,150-/kg
1. msaua:)onammu 80°C - 120°C IGU N|98 3. 2x350

|:)a1 l UJTU\)ﬂOUTU\)']U .
Trade name Diameter (mm) Application standard

2. Wunifio:Goudova: m““g“”""“a“ams”
IUU U']UU auu F]:)']UUU iuuau Chemical composition of deposited metal (%)

3 IUE)IUE)U HDSODO|UOU|WOS U']Uﬂ:)']U“:]SEJO m““m“m
SoUSUSIDAUNIBOUIWOKANIAgLATSIANSTD Standard 52.0 SZ.S 54.0 S0.03 235 SB.O SZ.S 51.0 51.0
4. IWE)CI]WUFD']LJEI’]U']SﬂTUﬂ']SO’]Uh']Uﬂ']S m

Mechanical properties of deposited metal

||cmswz)|ia :n1sndvldnadsidns: nalwwn .. iy
Test item

Tensile strangth | Yield strength | Elongati Impact  |Impact val
YuQIaNTLI: UZ)EJ{_—]Oﬂ’]SﬁUUE)\)a\)aﬂUSﬂ i
g soaidaumnlar:gu [ Standard [276-448[262-414] 36 | * [ * [135218] <7% |
INSTRUCTIONS: —IE

1. The rod should be baked at 80°C-120°C for 1hours before use.

2. The surfaces to be welded must be cleaned away WIS « nosi1fiusnunl3Tufinko kanidsvaoudu
impurities of oil contamination, rust, moisture and so on. KGRI PRl RNV R NIV R R S L RIEE

3. When welding, hammering the weld joint to dispel stress FhleGE mmUa:ﬂwqa\)aguaUnsmUa\)nu 1su Ku'm'm
around the welding region to avoid crack. Aunavidou nvija yadavAuAusIAvINASIULTUNE: |y

4. To increase ability of crack-resisting and machinable, sovInndsAy 1WoUovauasie fo199:1AaUS VNN L]
small current is recommended, meanwhile could reduce |[EElo R e R R Ca L R e R TA  C CT R T ER T T et e T
KEEP D

impurities to permeate the weld seam from base metal. | I R R R
ARC RAYS can injure eyes and burn skin. ELECTRIC SHOCK can KILL.

Category 02

MechanicalProperties
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INDUSTRIAL

CERTIFIED

Application Standard:
AWS A5.15 ENi-CI
150 1071: ENi-Cl
JIs 7 3252 DFCNi
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N'\nsaqﬁ'éa - = ﬁ
udasuiasavaua QJisauul

IUSsuifeunuauua 13onlKIKu1:AuvuIBouIKanKkao
Ni55

UniNa 55% Wauikan IquAuIgvISY anINausans 1qun1susuIcvLIU QS
NUISVAS:INGD sTuusoﬁ\)Tddné'\)uci\)mﬂnjw VIUGOUND aon15||on§13né’\)nd\ﬂdﬁ
NI98 IKUN: ﬂU\)']UI’](‘IE)\)ﬂ']SﬂJ']UIIU\)IIS\)IU\) IKU: numunma\)msmwua 1980
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(Welding Performance) (Comprehensive specification) (Quality Control)

asifianaziialak:ns:1Gulioy Duunaiduriugugnaivia: | ASUAUATUNMWaEIZULIATUNN
ansaldouldlukanerima: | AowgdlkidonauAUdovMs |duaaunisnaaasivaoulia=aaay
Kanguy o1sAdavgIaziaties | viuBauRandoukuEIKSU | Janduliawaasturiogvindga
IuDIBoUEIHL I MsIZouBULIUATAIUKLIE: awsnasdvdoudounaduld
MA2UE:010018 Jaqrankaneus:inn WoashvaNWUURIRREIB U

Fewer spatters and droplets Operate Provide appropriate diameter Stringent quality control processes
in various positions and angles. and length based on during production.
Stable arc ignition and maintenance. different welding requirements. Closely monitor raw materials, products.
Visually appealing weld seams. Suitable for welding workpieces of Traceable quality provides consumers
Easy to clean varying thicknesses and materials. with confidence in their selection.
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SUMO

INDUSTRIAL = __”n

' a:m L5 WELDING ELECTRODES

@4.0x400 mm

b iy
DNV RINA

.@‘:wm‘" 5@7 Q

APPROVED BY | JIS: D 4313
AWS A5.1 E6013

DIN E 4332R(C)3

| 20kg
;

4 Boxes/Ctn

1,160.-/Ctn

?
j

Feature
. |ﬂuaoolbour1UWanbbu07nm|uau osAdu o W
. SogIBouBUAN Wansa:anad Tuifaaua
« ASUUOE TBldGNUAIBoLVLNAIAN Ns:IalwWe _
. a||anUnnau||u:)||jousouoonma WosogIBouISauItau
aoaidudund . .
« UAlisodiowogodoanunsniBouldnnnnisou
o InUN:ENSUINSoOIBoU AC 1a: DC
vunaidniBuunavoons:iaiwen
» TBladiuouiBoundiopmsanneno)
o &NSNIGOUIKANKUNGD 15 L.
e IKU:EHSUDUIBOUNDIU

LESS FUME, EASY TO WELD AND SAVE COST

w11 2 BT

1G/M1F 2G 2F  3G/3FT 4G/AF

Sumo grey EASYWELD 6013 has outstanding characteristics such as stable arc, beautiful
bead appearance, affordable price. Sumo gary is a titania type flux coated electrode which is
suitable for thin metal sheet, structures.

SUGGESTION :

1. With welding currents within the proper ranges, because excessive welding currents may degrade X-ray soundness.

2. Redry at 70-100°C for 30-60 minutes, if the electrode picked up excessive moisture. This is because excessive moisture in the coating
may degrade electrode’s usability and cause the occurrence of pits in the weld metal.

3. Avoid excessively high temperatures and long time in redrying because the excessive redrying may damage the coating, causing less
penetration, poor X-ray soundness, and electrode burn.

4. If non-low-hydrogen type electrode, medium to thick mild steel work should be preheated at an appropriated temperature.

Chemical Composition of Deposited Metal (%)
Model Element c Si Mn S P Cr Ni Mo Vv
26 Requirement <0.20 <1.0 =1.20 <0.035 <0.040 <0.20 <0.30 <0.30 <0.08
’ Actual Result 0.093 0.21 0.42 0.017 0.025 0.019 0.011 0.009 0.007
3.9 Requirement <0.20 1.0 £1.20 <0.035 <0.040 £0.20 <£0.30 £0.30 <0.08
) Actual Result 0.089 0.23 0.41 0.018 0.027 0.015 0.011 0.008 0.011
Mechanical Properties of Deposited Metal X-Ray
Tensile Strength Yield Elongation Impact Temp JAbsorbed Ener
Model Element (MPa) 0" | Strength (MPa) % Py Q) I
g Requirement - - - 0 - i abi
) Actual Result - - - - - ceopabio
: > > > >
- Requirement 2 430 2 330 2 20.0 0 220 C€ s0001 A 5 @D
Actual Result 516 424 25.5 0 72 70 74




SUMO
INDUSTRIAL

APFROVED | JIS : D 4313
BY AWS A5.1 E6013
DIN E 4332R3

C€ 1SO2560-A350R

ANUAUUA
LESS FUME, EASY TO WELD AND SAVE COST Feature

‘ “ « iduasaiBourRuwanBistainMItey o1SAtU Boude

L— « SOgBoUBUAN Wansa:aned luinamua

« ASUUO" TBlddnudiBouunaidn ns:iaiweh

« AIANUNAQUILIDIBOUSOUDONTNE WISOEIBOU
iBouideu assiduluoo

. umnsocwwoaooommsnnuou‘lonnmluou

« HLN:ESURSoOIBoU AC a: DC
uunaidniBuunauoons:iawen

« TBladlunuBoundoomsanneno)

« dWNSNIBOUIKANKUNND 15 V.

o IKUEENRSUDUIBOUNDIU -

1G/F 2G

b (7]

3G/3FT  4G/4F

SPECIFICATION

INSOOHLNEMSA
Trademark
> E6013 ©3.2x350 mm 20 kg 4 Boxes/Ctn 1,160.-/Ctn
E6013 ©4.0x400 mm 20 kg 4 Boxes/Ctn 1,160.-/Ctn

Sumo grey EASYWELD 6013 has outstanding characteristics such as stable arc, beautiful
bead appearance, affordable price. Sumo gary is a titania type flux coated electrode which is
suitable for thin metal sheet, structures.

SUGGESTION :

1. With welding currents within the proper ranges, because excessive welding currents may degrade X-ray soundness.

2. Redry at 70-100°C for 30-60 minutes, if the electrode picked up excessive moisture. This is because excessive moisture in the coating
may degrade electrode’s usability and cause the occurrence of pits in the weld metal.

3. Avoid excessively high temperatures and long time in redrying because the excessive redrying may damage the coating, causing less
penetration, poor X-ray soundness, and electrode burn.

4. If non-low-hydrogen type electrode, medium to thick mild steel work should be preheated at an appropriated temperature.

Chemical Composition of Deposited Metal (%)

Element Cc Si Mn S P Cr Ni Mo \
Requirement =0.12 =1.0 =1.20 =0.035 | =0.040 | =0.20 =0.30 =0.30 =0.08
Actual Result 0.070 0.13 0.28 0.014 0.029 0.043 0.013 0.0062 | 0.0073

Mechanical Properties of Deposited Metal X-Ray
Tensile Strength Yield Elongation| Impact Temp | Absorbed Energy
(MPa) Strength (MPa) % (°C) (J) ]I
Requirement 2420 2330 222 0 247 Acceptable
Actual Result Pass Pass Pass Pass Pass 1SO 9001 A @ o




Application : Cast Tungsten Carbide Welding Rods
are mainly used as Pile-Up welding on the surface
of metal parts to enhance its wearability.

Genaral with thick electrod surfacing work and work
requirements from Scraping role of the parts and
components.

CRYSTALLIZED TUNGSTEN POWDER
Grade : FWC-1

Tungsten Content W =99.9%

Oxygen Content :0=0.05%

Scott Densiny :6.1~8.7 g/lcm?

Tap Density 1 7.8~10.5 g/cm?

Particle Size :-60 ~ +300mesh

Appearance : Grey Powder

Characteristics . High purity, good flowability, big particle size, low oxygen content

Applications . Used as the matrix of oil exploring tool --- diamond drill bit.
Model Size Pack Price

YDH104 4mm 2 kg / iaom 5,500.-




RB-26

KOBE-30 2.6 mm x 300 mm

.8 a00IBoU
SUMO WELDING WIRE
aocaisouMwh FT-51
Product Name Uss/av s
YAWATA FT-51 2.6 mm x 300 mm 20kg 1310.- /av
YAWATA FT-51 3.2 mm x 350 mm 20kg 1270.- /av
YAWATA FT-51 4.0 mm x 350 mm 20kg 1260.- /av
adaisouiwwh KOBE
Product Name Uss9/av s1A1

20kg 1500.- /40

KOBE-30 3.2 mm x 350 mm

20kg 1450.- /a0

KOBE-30 4.0 mm x 350 mm

20kg 1450.- /a0

KOBE LB-52 2.6 mm x 300 mm

20kg 1790.- /a0

KOBE LB-52 3.2 mm x 350 mm

20kg 1550.- /a0

KOBE LB-52 4.0 mm x 350 mm

20kg 1550.- /au

KOBE RB-26 2.6 mm x 300 mm

20kg 1550.- /a0

KOBE RB-26 3.2 mm x 350 mm

20kg 1480.- /av

KOBE RB-26 4.0 mm x 350 mm

20kg 1480.- /av

aocaouanauiaa KOVET

Product Name Uss?) (naen/av) $1A1
308L 2.0 mm x 250 mm KOVET 5/20kg 380.- kg
308L 2.6 mm x 300 mm KOVET 5/20kg 345.- kg
308L 3.2 mm x 350 mm KOVET 5/20kg 335.- kg
308L 4.0 mm x 350 mm KOVET 20kg 330.- kg
309L 2.6 mm x 300 mm KOVET 585.- kg
309L 3.2 mm x 350 mm KOVET 570.- kg
309L 4.0 mm x 350 mm KOVET 20kg 480.- kg
310L 3.2 mm x 350 mm KOVET 20k§ 710.- fkg_
316L 2.6 mm x 300 mm KOVET 4/20kg 520.- kg
316L 3.2 mm x 350 mm KOVET 5[20k§ 510.- kg

T KovET

Product Name

acaidourantido C55

KOVET-55 2.6 mm x 300 mm

UssY/viaon
1kg

KOVET-55 3.2 mm x 350 mm

1kg 1500.- /kg
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