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HATHRE CLASSIFICATION

54 GB/T 5293 SU34 AWS A5.17 EH14 I1SO 14171-B-SU33

R4 4E DESCRIPTION
H1OMn2 §ERENESE, TERTHRIESSPNNESE, FIRTEERSRENNAY. EAEALENES FaEERESIIRM
54,

H10Mn2 contains a relatively high manganese content and is mainly used for the welding of carbon steel and low-alloy steel, especially in applications

requiring higher strength. It is suitable for the welding of plates that demand higher strength in low-temperature environments.

[NZFB APPLICATIONS
SiRERIER) 101 BiS, 500MPa FiHEEE RS NSIREELIERIZETR. BEIFERENRESBIMILEE.
When matched with sintered flux 101, it is suitable for both high-speed welding and fill welding of base metals with a tensile strength grade of 500MPa.

It exhibits extremely stable mechanical properties of deposited metal.

EEJESEAY CURRENT TYPE  IS#OISIFERMR DC+ IO FR{FIP PROCESS  Eid 1101 ¥ /51101 FLUX

J2HZ(\E WELDING POSITIONS 2. fig Flat, fillet

INE S BB CHEMICAL COMPOSITION OF WELDED METAL %

=] C Si Mn P S Cu Ni Cr
GB/T Standard <0.12 <0.07 1.5-1.9 <0.03 <003 <035 <0.30 <0.2
f5{& Typical values 0.066 0.011 1.62 0.011 0.011 0.12 0.007 0.013

VAEN S B 5 HERE MECHANICAL PROPERTIES OF WELDED METAL

HISTRE Rel/Rp0.2 [EiRS®EE (MPa)  RmfiiBEE (MPa) AKE (%) HWERE (°C) Kv2())
Ei& SI101 18515IE >390 490-670 >18 -40 >27

Y&\l £&{% OPERATING CONDITIONS

B 12 Diameter [mm] @2.5 ®3.2 4.0 ®5.0
BB Current [A] Y2 Flat 340 ~490 400 ~ 540 460~610 560 ~ 660

BZE PACKAGING
25 kg 200 kg 250 kg #% coil R LAEHIE B ZEF R Other packaging and other diameters: please consult us

Solid-3-4



https://www.tjgoldenbridge.com/products/product/uview/javascript:;
https://www.tjgoldenbridge.com/products/product/uview/javascript:;
https://www.tjgoldenbridge.com/products/product/uview/javascript:;
javascript:;

