COMPANY CATALOG

Welding Electredes & Wires

WENZHOU TIANYU ELECTRONIC CO., LTD.



About Us

Wenzhou Tianyu Electronic Co., Ltd.
Initially known as Wenzhou Yongshun Welding Materials Co., Ltd. was founded in 2000.
We have been engaged in the manufacturing of welding consumables for 22 years.

We have a first-class professional technical team that can provide customers with

customized services for welding electrodes.

Our Product Range:
4 Welding Electrodes

4 Welding Wire / Rods

4 Welding Consumables & Accessories & Tools

In 2018, we registered our own brand TYUE to promote the business of welding rods
and welding consumables. After years of hard work, Tyue brand welding electrodes

are popular among customers around the world and exported to more than 50 countries

and regions including Europe, America, Africa, Southeast Asia, The Middle East, etc.

Our products are widely used in industry: mining machinery, shipbuilding industry,
building construction, oil & gas industry, machinery & equipment manufacturing, bridge

building, railway construction, pressure-bearing equipment, energy industry, etc.

We sincerely welcome customers all over the world to cooperate with us, and continuously

enhance each other’s value through cooperation.

WENZHOU TIANYU ELECTRONIC CO., LTD.
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Cast Iron Weld

TYUE X2

Product Name: Z308

4 : GB EZNi-1

12 : ENi-CI
it HA -
23] i&:

Description:

Application:

Z308RWRIB O RLBBWOVHIRMIER - WERRAEINCHEA, HRERORL,
RERMA, BIRE, BRDNEETE, HaERY, RERTER #HIR)e
REABAROVREIEME, NIBRRBREFETENNREM.

%;E%}Eﬁ#, BENIENESROHEE%N, WSELE . ZEHLEE . SRIELULNKN
FHIERN -

Z308 products are pure nickel core wire graphite mould welding rods for use in cast iron
pieces. These weld rods adopt foreign advanced technigues, have blush-black solder
cover. The products can use either alternating current or direct current, have stably op-
erating electric arc, very small droplet transfer, well-distributed molten slag cover and
beautifully welded seem formation. Especially the small current welding has excellently
processing property and can avoid harmful effects caused by projection welding.

For use in soldering thin iron castings including their worked surface and important fer-
rosteel pieces such as cylinder cap, engine seat, gearbox and machine tool rams, etc.

BEERILFENS (%) Chemical composition of weld metal(%):

! ! Hit
#%(C) & (Mn) FE(Si) #i(S) $R(Ni) $%(Fe) Othes
=2.00 <1.00 2.50 <0.03 =90 <8 <1.00

&% 8 Recommended current:

1B & EHZE(mm)
Weld rod diameter 2.5 3.2 40
JEIEHIR(A)
Welding current 60~90 90~110 120~150

ERBW 1
2.

5

Notes: 1.

A RGBS B IR PRSI KR, MR R K.

ORI R A KRR, LAY B RARTEENGEFHINAORERE, B85
IREEHU R REROAL N TRE S .

HEXE BT K AL280~120°C LK1/ .

The stress in soldering place may be eliminated by stamping the weld seams, so can prevent
the crack happening.

. Cold welding cast iron pieces should avoid using heavy current, in order to lessen that imparity

elements within masterbatch permeate the weld seam and reduce the width of weld heataf-
fected zone, enhance the sealing’s crack resistance and improve bearable ability for mech-
anical working.

. Welding rods should be baked at 80-120°C for an hour before the start of weld operation.



Product Name: 2208

TYUES %52

&& : GBEZC

i B Z208REFRTRORIMAREVHERA BIRER . IREEESHTRROHK. HRRENEE
Z. MERIURERFER -

)z | i%: BTERROBHEEEIERE -

Description: 7208 products are carbon steel core wire welding electrodes with strong graphitizing
solder cover and these products are useful for cast iron pieces. When the weld joints
cooling down slowly they become ferrosteel. The weldments have less crack-resistance.
These electrodes can use either alternating current or direct current.

Application: For use in paching the defects of ferrosteel pieces.

BELBLERS (%) Chemical composition of weld metal(%):

(C) #:(Mn) TE(Si) #(S) B4(P) #(Fe)
2.00 <0.75 2.50~6.50 <0.10 <0.50 Re,ﬁ%der

% #i5% Recommended current:

B E & (mm)
Weld rod diameter 32 4.0 5.0
IRIZET(A) ~ }
Welding current 90~120 150~180 190~220
EEED 1 NSRS RE R ARG, ARG, M—RREEMREI0CES.

RERREY, MRAEHE 7T HEHTIIHIMT .
2. MFRREARAPEENEEFHEN, TERBAERES.
3. HERRT AR K150 CER LR/,

Notes: 1. The defects of less rigidity parts in small thin-wall cast iron pieces can be welded without
preheating, but general weldments need to be preheated up to around 400°C. If the wel-
dments preserve heat and slowly cool down, they are on the cards that the soldering joints
can bear cut processing.

2. These welding rods are not saitable for the important castings that bear the stress and
impact, etc.

3. The weld rods should be baked at around 150°C for an hour before the start of welding
operation.



Cast Iron | TYUE X)8

Product Name: 2508

& 1 GB EZNiGu-1

#8% : ENiCu-B

iR B 508RRSE (BNF) BURTENTERGRES. EIEHDUSNI RS
JEI308 . BT WK, MEMENE, BIELSERE, SRR TS HEMIN
1252, BEIRTHRAMETA B00CES) ROFLONEE. . BABH, @3B
E, BESE.

iz & BTBEERRBHOMOBHEEIR .

Description: Z508 products are konstantan (monel) core wire, strong reducibleness graphite mould
solder coating weld rods. Their processing property and machinability are approximate to
2308. Owing to the more contractibility rate, less crack resistance, lower strength of
soldring points, these products are not suitble to soldering the bearing power positions,
but can be used for welding ferrosteel pieces on the ordinary temperature or low tempe-
rature preheating (about 300°C) conditions. The weld rods can use either alternating cur-
rent or direct current, have stable arc and conveniently operating.

Application: For use in soldering ferrosteel pieces that require less high strength.

BEERBEILFK (%) Chemical composition of weld metal(%):

WO | &M E(S) | WS | AN) | %Fe) | HCw | S

=1.00 | SZ.SO; <0.80 <0.025 = 60~70 <6 24~35 =1.00

%8 Recommended current:

195 8 2(mm)
_Weld rod diameter 32 4.0 50

PR = @;{t A |

W}e;l(ﬁ\g ?:Il:(rre?nt 90~110 120~150 160~190 %

EEFED 1. BATRKMAB150°CEA MK /N,
2. BIEMERUEENE. SREBNKERERES0RK, BEIAB/NEERIEGS, X
HBREHRRL N, B~ E.

Notes: 1. The weld rods should be baked at about 150°C for an hour before the start of welding operation.
2. When welding operation carries on, the weld rod moving tracks take narrow routes as suitable
line. The length of every welded seam should not be over 50mm. After soldering hammerblow
the weld seam with small hammer immediately so as to eliminate the stress in soldering area
and then avoid accurance of cracks.



Cast Iron We

TYUE X2

Product Name: Z408

% : GB EZNiFe-1

18 : ENiFe-Cl
i AR :
A %

Description:

Application:

ZABERUSEIROBTRMEOERANBRARS . BEBHES, B3 Stk
AR WEERNR . IFEMTENFEE . BRI SREZEABMRONEFELIE
TR, TRBKLRTENTREM -

ATE288EROBHRLIRBHEY, WREL. EZsDNE . BREZEY -

2408 products are nickel iron alloy core wire, strong reducibleness and graphite mould
solder coating weld rods. These electrodes have characteristies of high strength, good
plasticity, low linear expansion coefficient, fine slag cover and beautiful weld seam for-
mation, etc. Especially the small current welding has excellently preessing property and
can avoid harmful effects caused by projection welding.

For use in sodering important high strength ferrosteel and nodular cast iron pieces such
as cylinder, engine seat and gearbox, etc.

RE&RELER (%) Chemical composition of weld metal(%):

) ) Hit
#%(C) $#(Mn) #£(Si) #(S) ‘ $8(Ni) $#%(Fe) Others
<2.00 <180 | <250 <0.03 45~60 ol <1.00
e = | = = ! i Remainder =il
$ %1% Recommended current:
B EZ(mm)
Weld rod diameter i 3.2 4.0 5.0
2iERR(A
Wtfé%ét(”gm | 5080 | 80~100 110~140 150~180
EERDL 1. BIRKMAS150°CERRE1 N,
2. RATEESC R M BIRMEE .

Notes: 1. Welding rods should be baked at around 150°C for an hour before the start of weld operation.

2. The welding operation use small current as far as possible.



Stainless Steel

TYUE X2

Product Name: Z2308-16

44 : GB E308-16
HHY : A101

it B: A1012ARVZSECrONIOTR RS . [BIRNDIREBTRL, FHRIMMESR,
REZBEEERBONFIEERRNIEERIEEE, FEETERTR-

A & BFIREIEEERTI00CHMIRERICH1ONIZZOCH 19N TIgy T IRHES -

Description: A101 is Cr19Ni10 stainless steel type electrode with Titanium coating. It has the character
of non-crack and non-red-hot occurred while operating. Welding line contributes excellent

mechanical performance as well as anti-intercry stalline corrosion performance.

Application: |t is suitable for welding structure of anti-corrosion Cr19Ni9 and OCr19Ni11Ti stainless stee
which working temperature is below 300°C.

B BT S (%) Chemical composition of weld metal(%):
B(C) | #(Mn) F£(Si) £&(Cr) $3(Ni) (S) B(P) $H(Mo) | 4R(Cu)

<008 | 05~25 <090 & 18~21 9~11 =0.03 0.04 <075 | <0.75

B e EN#MIELE Mechanical properties of weld metal:

HBTE iR ERE
Tt Tensile strength Elongation
Mpa %
 fRiEE >550 =35
| Guaranteed | 0

REEBEWE MR R SRETEHEEWNA A E.
The anti-corrosion performance and ferrite composition should be detemined
between buyer and seller.

%#i% Recommended current:

BEEZ(mm)
e T 25 32 40 5.0
RRIZRI (A) 25~50 50~80 80~110 110~160 | 160~200
Welding current

EBEI ) BERRMRB0CHZN, THREME,
2 RABERAAMRR, BRZHGERN, BREE

Notes: 1.Electrodes must be baked for 1 hour at 250°C before welding operation. Repeat bake process is not
allowed.
2. To operate on DC if all possible, because of the penetration is not deep enough. Operate with small
current so the electrode will not in red-hot.



Stainless Steel

TYUE X2

Product Name: E308-16

4% : GBE308-16

184 : A102

i Bg:  A102RNEBIUEERIKCIONNORENIFS . EBRBONFIEERNS
[BiatEEE, IRERMA, BRIFERERG-

A #: BT IR4E TR 1R T300°Cayfif & 12690Cr18Ni9 . 0Cr18NITTigyREFRLEH «

Description: A102 is low carbon Cr19Ni10 stainless steel type of electrode with Titanium-calcium
coating. It provides excellent mechanical performance as well as anti-intercry stalline
carrosion performance between. It can be operated on both AC and DC with outstanding
operation performance.

Application: It is suitable for welding structure of anti-corrosion 0Cr18Ni2 and 0Cr18Ni11 Ti stainless
steel, which working temperature is below 300°C.

B & BIL¥R 4 (%) Chemical composition of weld metal(%):
B(C) | $&(Mn) | BE(SI) | $B(Cr) | R(N) | F(S) B(P) | %8(Mo) | $E(Cu)

<0.08 | 0.5~2.5 =<0.90 | 18~21 9~11 ‘ =0.03 =0.04 \ 076 | =075

:

REEBEH ML Mechanical properties of weld metal:

| HBME MBS IR
Test item Tensile strength Elongation
Mpa %
FRIE(E 1 =550 =35 ;
Guaranteed | |

REEEMEMMERERERGRRSSHRENHFMLHE.
The anti-corrosion performance and ferrite composition should be detemined
between buyer and seller.

£#B% Recommended current:

BHREZE(mm) :
Weld rod diameter 20 25 32 4.0 50
AR () 25~50 50~80 | 80~110 110~160 | 160~200

Welding current | ‘

SEEEIT 1. BARSER150°CHIE .
2. R AERAE, BRAZRER, BRER. SRTETIX, UREFREL.

Notes: 1. Electrodes must be baked for 1 hour at 150°C before welding operation.
2. To operate on DC if all possible, because of the penetration is not deep enough. Operate with small
current so the electrode will not in red-hot.



Stainless Steel W

TYUE %52

Product Name: E316L-16

44 : GBE316L-16

18 0 A022
W A
M &

Description:

Application:

A022Z A5 R R BVBIRIXCr18NI12Mo2 N iR NIZS: - IBENERESE<0.04%,
BRISEIMA - MEBRRARKE. IRERAA, BRIBOVBEIZ MR-
RTERERE - SHTHEFREREENANTHRNGY, CIRTRETEHTHRL
BHETHENULRESHULESHASMNE .

A022 is a super- low carbon Cr19Ni10 stainless steel type electrode coated with Titanium-
calcium. The molten metal content is <<0.04%. It provides excellent performance of heat
resistance, anti-corrosion as well as crack resistance. It has excellent operational
technological performance and can be operated on both AC and DC.

It suitable for stainless steel structures welding of the equipments for manufacturing
carbamide, synthetic fibre as well as the other similar type of equipments. It also can be
used to welding of chromium stainless steel that cannot be heat-treaded after welding,
and compound steel and special steel.

R EBILFERS (%) Chemical composition of weld metal(%):

BR(C) | #(Mn) | FE(SI) | #&(Cr) | HB(Ni) | F(S) #W(P) | $H(Mo) | $#(Cu)

=0.04 | 0.5~25 | <090 | 17~20 @ 11~14 | <0.03 | <0.04 | 2.0~3.0 SOJSf

B EENHIEE Mechanical properties of weld metal:

KRBT E MHRIIRE T
Test item Tensile strength Elongation
Mpa %
FRIEE =490 =30
| Guaranteed _—

£¥ 8% Recommended current:

BEERZE(mm)
Weld rod diameter| 20 25 3.2 4.0 50
RIEBFE (A) | p5-50 —_ w010 | 1100160 | 160-200
Welding current

EBBDL . BHRKEL150CHRIT 1.
2 RATgERMER R, BRAZHEEN, BRRE. BRTETA URBRRL.
3. K R AR O T A 38 B T T R R

Notes: 1. Electrodes must be baked for 1 hour at 150°C before welding operation.
2. To operate on DC if all possible, because of the penetration is not deep enough. Operate with small

current so the electrode will not in red-hot.

3. The anti-corrosion performance and ferrite composition should be detemined between buyer and seller.



Product Name: E308L-16

%4 1 GB E308L-16

TYUES %52

1824 : A002

it RE:  AO02ZATBEIZ OB RHR00CHONIORRRER - EIEHEREMEE <0.04%,
BRBONRERQMEEE. IRERHNA, BREBOBEIZMEE.

A B ATIREBEH0C1INIOT NS . B AFOCHNINTITIERERT

300°CT @ RAITHMNGIE . TBRTRBEFH - (LIS DHEFRSNHE.

Description: A002 is a super-low carbon Cr19Ni10 stainless steel type electrode coated with Titanium-
calcium. The molten metal content is <0.04%. It provides excellent performance of intorcry
stalline corrosion resistance. It has excellent operational technological performance on both
AC and DC.

Application: It applies to welding the structure of super-low carbon Cr19Ni10 stainless steel. It also
suitable for welding the structure of anti-corrosion stainless steel 0Cr19NillT1 which working
temperature below 300°C. It is mainly used for equipment manufacturing of fibre, fertilizer
and petroleum industry.

BESEILERS (%) Chemical composition of weld metal(%):

B(C) | #H(Mn)

FE(Si)

$&(Cr) | #(Ni)

#(S)

B(P) | $#(Mo) | R(Cu)

<0.04 | 0.5~25

<0.90

<18~21| 9~11

<0.03

<0.04  =<0.75 | <0.75

BESENMIELE Mechanical properties of weld metal:

| Welding current

RBTHE AR T
Fesiiam Tensile strength Elongation
Mpa %
RIE{E 2520 =35
Guaranteed
#%E8% Recommended current:
1R & EE(mm)
Weld rod tiameter 20 25 a2 4.0 50
=
R (A) 25~50 50~80 80~110 110~160 160~200

EERTT 1 SWEREZISCCHE TN .
2. RUSERAERGE ARATEIA, UROFEL.
3 EMEREBRILERRRARES BB ERR T HRME.

Notes: 1. Electrodes must be baked for 1 hour at 150°C before welding operation.
2. To operate on DC if all possible. Operate with small current so the electrode will not in red-hot.
3. The anti-corrosion performance and ferrite composition should be detemined between buyer and seller.



Stainless Steel We TYUES X2

Product Name: E309-16

4 : GB/TE309-16

1HY : E309-16

it AE: CJA302 25RHRHICr23NiI3RBINES . BEREBESREONE RN
aiteE. IRERME, BREBNREIZME.

A % BTREAEOEDOAHEN. FHRTE. RPN (CrioNigREixND MRS
BN, BENS.

Description: E309-16 is Titanium calcium type stainless steel etectrode. It can weld on both DC and
AC with excellent weldability. It has good crack resistant properties and oxidation resistant
properties.

Application: |tis suitable for welding the same type stainless steel and the compound steel, high chrome
steel high chromium steel etc.

BREEEFM (%) Chemical composition of weld metal(%):

®(C) | #(Mn) | EE(Si) | #&(Cr) | $R(Ni) | $H(Mo) | fH(Cu) | #i(S) B§(P)

<0.15 | 0.5~2.5 | <090 | 22~25 12~14 | <0.75 | <0.75 | <0.03 | <0.04

B £ ENMIES Mechanical properties of weld metal:

= '\ E
RERH Te ﬁ;lﬁg{i& th EILﬁlg'
Tt o, ensile streng ongation

Mpa %
RIE(E =550 =25
Guaranteed

%Ml Recommended current:

BEEEZ(mm)
215 3.2 4.0 5.0
Weld rod diameter
IR EIR(A
Wfl:ding ct,(pre)m 50~80 80~110 110~160 160~200




Carbon Steel'

TYUE X2

Product Name: E7018

%4 : GBE5018

18 : J506Fe

i BH: J506Fe BMiTEPLARIKNES, TERMA, THITZUERE. HER
BARSERY IR DREE.

A % BRETHNRESZNOIEEN16MnS

Description: J506Fe is an iron powder low hydrogen potassium electrode. It is used on both AC and
DC in all position. As the coating contains iron powder, it tha highly efficient welding and can
reduce welding layers.

Application: |tis suitable for welding carbon structure and low alloy steel structure., such as 16 Mn etc.

RS BEEERS (%) Chemical composition of weld metal(%):
B(C) §%(Mn) B(Si) i(S) B(P)

<0.12 <16 <0.756 <0.035 <0.040

B < BV Mechanical properties of weld metal:

HITIE AL 38 BE [ AR5E BE FigGES HEE
Testitem Tensilestrength | Yield strength Elongation  [mpactvalue(J) |
7 Mpa % 30
RIEE _— iy o o
Guaranteed
]
i 520~580 =410 24~30 50~180
Tested

BHEET#ESSE: <8.0mI/1M00g(H %)
Hydrogen diffuse of weld metal: <8.0ml/100g(glyceric method)

X§H8:3R45: 1R X-ray radiographic inspection: | grade
2%Hiii Recommended current:

R EZ(mm)

‘ Weld rod diameter 25 3.2 4.0 5.0
IR (A)

‘ Welding current 90~120 120~150 170~200 210~250

HEEEH 1. EEERKMRIS0CEEMENG, R .
2. \RETLATIRE R, WIS, KOERMA.
3. REMAFEIMEE. UEREAE.
4, BERBIRR, BFEEER.

Notes: 1. Electrodes must be baked for 1 hour at 350°C before welding operation.
2. It is essential to clean up rusty, oil scale, water and impurities on welding parts.
3. Short arc operation is required when welding. Narrow welding track is proper.
4. Electrode is as positive pole when opration on DC.



Carbon Steel We TYUE X)8

Product Name: E6013

¥4 : GBE4313
HHY : J421

) B JANIBEMMEAROENER, RERME, JRET2UBRE, BFEE
93, BINES-

A % RREERNESHE, HEATERINERERENBERREENZER -

Description: J421 is Carbon steel type electrode with Titanium Oxide coating. It is suitable for all--position
welding along with the excellent welding performances and can be used both of AC and
DC. The arc is stable and easy to re-strike.

Application: For welding various structures of low carbon steel, in particular applies to the applications
of the welding of thin steel plate, small parts, short joints as well as the surface finish
required welding.

BHEEW{ZEMS (%) Chemical composition of weld metal(%):

#(C) £ (Mn) E(Si) WR(S) B (P)

~0.12 0.3~0.6 <0.35 <0.035 <0.040

B ENMHIES: Mechanical properties of weld metal:

N HUHL3E FE JE ARE R HiEE
HBHE . : :
et e Tensile strength | Yield strength Elongation Impact value
Mpa Mpa % J)oc
RIEE
Guaranteed =420 =330 =22 =47
—RRER
Tested 490 400 27 60

XSTE4R1: 1% X-ray radiographic inspection: Il grade
Z#i85% Recommended current:

R 5% ELfE (mm) 20 25 3.2 40 50
Weld rod diameter
JREERITT(A
Welding e 35~60 55~95 90~140 140~200 | 190~240




Carbon Steel W TYUE X2

Product Name: E6013

4 GBE4313

182 : J421X

i B:  JAIXBEAUDAR. A TRENETRARNERX RERFA . ORT2UE
1R IRIFITEERES RN IREBFHBSENE %

A B EATEE-RBARNRETRR EER TERIE TIEREEIE.

Description:  J421X is Titanium Oxide coated electrode for carbon steel welding application. It operates
in vertical-down position, and suitable for all--position welding along with the excellent
welding performances and can be used both of AC and DC. The weld is smooth and neat.
The arc is stable and easy to re-strike, slag can be easily removed.

Application: It applies to welding ship carbon steel and galvanized steel plate as well, in particular applies
welding of thin plate in vertical-down position and, discontinuous welding application.

BHERBUFH 5 (%) Chemical composition of weld metal(%):

(C) $(Mn) BE(Si) wi(S) BH(P)

~0.08 ~0.5 ~0.25 <0.035 <0.040

BE & BVt Mechanical properties of weld metal:

HEE
RBTHE Hh R E JERRGRE TR Impact value(J)
Test item Tensile strength | Yield strength Elongation N?ﬁﬁa] e
0,
Mpa Mpa Yo Tamb.
RIEE - -
Guaranteat =420 =330 =17
— R
MR 460~510 370~420 25 80 70
Tested
XEHEIR: 114k X-ray radiographic inspection: |l grade
2%2Hiii Recommended current:
o LB 2.0 25 3.2 4.0 5.0
Weld rod diameter
IRERFIR(A
Welding Ictf—re)m 35~70 600~100 80~150 160~200 180~250




Carbon Steel'

Product Name: E7014

¥4 : GBE5014
HHY : J501Fe

% BR:

TRUERRE.

A 7.

Description:

TYUE X2

J501FeB B AL ROVRINE K, RERAA, BEMEH10%, i
BTHRNFMESEW, 20 - 16MnZEBfE, EMRANED0RE .

J501Fe is Iron powder-Titanium oxide covered type electrode for welding of carbon steel.

It operates on both AC and DC. It can be operated in all positions. The deposition efficiency
is 110%.

Application:

structures of ships, vehicles as well as mechanical.

It is suitable for welding of carbon steel and low alloy steel, such as welding of 16Mn, and

R & B ¥ % (%) Chemical composition of weld metal(%):

f%(C) #(Mn) E(Si) fie(S) w(P)
=<0.12 <1.25 =0.90 =0.035 =0.040
B s EVHEsE Mechanical properties of weld metal:
MEE
RRTHE A E JERRE FE SRR Impact value(J)
Tl e Tensile strength Yield strength Elongation
Mpa Mpa % -30°C
RIEE
Giliarantasd =490 =400 =17 =27
—RRER
Tested 520~580 410 17~26 50~100
BHERYTHERE: <8.0ml/100g(H H:E)
Hydrogen diffuse of weld metal: <<8.0ml/100g(glyceric method)
XEIeeiR15: 14 X-ray radiographic inspection: Il grade
2%HBii Recommended current:
2R E(mm) 2.0 25 52 4.0 5.0 5.8
Weld rod diameter
JEEEBIR(A
W;jﬁnfgf‘,ﬁ,gm 40~70 70~90 | 90~130 | 160~210 | 210~250 | 260~310




Carbon Steel

TYUES X8

Product Name: J502

4 1 GBE5003

i BE: JSO2R|AHKISEIBSRAORANIER, RERFA, TRT2UBERE.
B B EERTIMNFRSSNBNONE.
Description:

J502 is Titanium oxide-calcium covered type carbon steel electrode. It can be operated on
both AC and DC in all position welding.

Application: It mainly applies to structure welding of low carbon steel.

B4 BYiEsk Mechanical properties of weld metal:

REE
R E ﬁ'ﬁgiﬁ ) JER AR5 2 {@1$$ Impact value(J)
el e Tensile strength | Yield strength Elongation
Mpa Mpa % 0°C
RIEE
Guaranteed =490 =400 =20 =27
— s
MR 520~580 =410 20~30 60~100
Tested
XEHEARG : 14k
X-ray radiographic inspection: Il grade
2%2Hi Recommended current:
1R B (mm) 2.0 25 3.2 4.0 5.0 5.8
Weld rod diameter
JRELET(A
Wﬁgnfgﬁ("gm 40~70 70~90 90~130 | 160~210 | 220~270 | 260~310




Carbon Steel

Product Name: E7015

¥4 : GBE5015
18 : J507

it AR

JEOT 2R EINE IR EIRINESR,

RISOVEEIE - DIERINBILRE -

23] i

Description:

TYUE X2

RBERRE. IRT2UBERE, B8

TIREPRNFIOFELMSEHN, 2009Mn28i. 16Mn . 09Mn2VE .
J507 is Low-hydrogen sodium coated steel type electrode, provides excellent plasticity

and toughness performances, as well as crack resistance performance. It can be operated
in all position welding on DC reversed.

Application:

09Mn2V etc.

Itis suitable for welding of middle carbon steel and low alloy steel, such as 16Mn, 09Mn2Si,

B & B EFER S (%) Chemical composition of weld metal(%):

#%(C) £h(Mn) FE(Si) w(S) 5 (P)
<0.12 <16 <0.75 <0.035 <0.040
B & ENMHEE: Mechanical properties of weld metal:
o HUE AR A i
?effii Tensile strength | Yield strength Elongation Impact value(J)
Mpa Mpa % -30°C
FRIE(E =490 =400 =22 =27
Guaranteed
—BER 520~580 =410 24~32 55~200
Tested
BHERY HEETE: <8.0mI/100g(Hm:#)
Hydrogen diffuse of weld metal: <8.0ml/100g(glyceric method)
XET48R1%5: 18 X-ray radiographic inspection: | grade
2#%i8i% Recommended current:
BEEZE(mm)
Weld rod diameter =l 9.2 “hY >0
Wﬁfnffﬁfgm 60~90 90~120 140~180 170~210
HEBI 1 SARRABISCARIENE, B,

2. RATAFISIRE BRI . WIS, KOBRR.
3 RERREIRIE. IERENE.

Notes:

1. Electrodes must be baked for 1 hour at 350°C before welding operation.

2. Itis essential to clean up rusty, oil scale, water and impurities on welding parts.

3. Short arc operation is required when welding. Narrow welding track is proper.



Carbon Steel'

TYUE X2

Product Name: E6011

4 GBE431
18 1 J425

% A

A %

Description:

Application:

JRSBFERIPEARMIO TEETAHRNER RERWA . AT IR ME
EN, BREUESERES - RREIFEIE, |sREEP.

EATIREBRSHONE . BREREEER. WRIbFE . NE . ZE80mFE -
ABIAFIEMIMREVRBRINLSD -

J425 is Cellulose potassium coated type electrode specialized in vertical-down welding of
carbon steel. The weld in way of vertical-down is neat and smooth. It can be operated on
both AC and DC. Less swing and proper level is required when welding.

It applies to applications of butt welding, fillet welding well as rlap welding of thin steel plate.
such as oil tank of transtormer, vessel hull, vehicle crust low carbon steel structures for flue
and venting tube.

BHEBEM S (%) Chemical composition of weld metal(%):

#(C)

& (Mn) fiE(Si) wi(S) BE(P)

<0.12

0.3~0.6 =0.30 <0.035 <0.040

‘& BVt Mechanical properties of weld metal:

HBTE SR PR 385 S it {E
T Tensile strength Yield strength Elongation Impact value
Mpa Mpa % J)oc
RIEE
> = > >
Guaranteed =420 =330 =22 =27
— e
MR 480~580 =340 22~26 100~130
Tested

XEH&4RG: 14k X-ray radiographic inspection: |l grade
£%Hi%i Recommended current:

1R EZ(mm)

Weld rod diameter 2 25 3.2 4.0 5.0
IEEEERA

W?Iding éljf’re)nt 25~40 30~50 70~100 90~140 150~200




Carbon Steel Wi

Product Name: E7016

¥4 : GBE5016
18 : J506

% BA:

TYUE %52

JOOB B MR AROMKINER, BB RBOWMILEINARIEE, RERM

A, ITeUBRE. TREE, EHEREUSERTERIRE.

M i

Description:

AFPIHMEVES ZMBEE. 2016Mn. 09MNn28i% .

E5086 is Low-hydrogen potassium coated carbon steel type electrode, provides excellent

mechanical performances and crack resistance performance. It can be operated in all
position welding and both of AC and DC. When operating on AC, its stability is next to
DC welding.

Application:

09Mn2Si etc.

B EBHFENS (%) Chemical composition of weld metal(%):

It is suitable for welding of middle carbon steed! and low alloy steel, such as 165Mn,

#(C) &&(Mn) TiE(Si) wi(S) BE(P)
<0.12 <1.6 <0.75 <0.035 <0.040
B £ EVMIEEE Mechanical properties of weld metal:
— FRREE FEARE A FidE i
Testitern Tensile strength | Yield strength Elongation Impact value(J)
Mpa Mpa % -30°C
FRIE(E =490 =400 =22 =27
Guaranteed
_.I_H;Esfff 520~580 =410 25~33 55~205
BEEREYHMESE: <8.0mlI/100g(H#%)
Hydrogen diffuse of weld metal: <8.0ml/100g(glyceric method)
X§t¢%iR{h: 1 X-ray radiographic inspection: | grade
Z#mHj% Recommended current:
IR E 2 (mm)
Weld rod diameter & = il =
Wﬁﬁ?fﬁgnt 60~90 90~130 150~190 180~230

ERBEOT

3. IR A SR E,
4. MERARIRR, RERER.

Notes:

1. IRETISRAMAI60°CER WA 1/RT . BELBEA .
2. IR ARHIRAEERRRSE . IS, KAERR.
PARIREAE -

1. Electrodes must be baked for 1 hour at 350°C before welding operation.

2. Itis essential to clean up rusty, oil scale, water and impurities on welding parts.
3. Short arc operation is required when welding. Narrow welding track is proper.
4. Electrode is as positive pole when opration on DC.



Surfacing Weldir TYUES X8

Product Name: D507

% : GB/TEDCr-A1-15
8% : JISDF-4A

i AY: D507 RIXEMABREN Cr13TUR IEIRIR S, EIRTENICrI3EERAS
BN, EIFEEFTERY, —RAFEANIE., BEPD, T7E7507C-800C
BRNIUE, HIREI00-1000CESTHAEG, TEH R XBERRE.

A % SR-DEBUNREERARR, ATHERLIEBRERIOTUTHRNAS
ALk DN INE

B & BEK 5 (%) Chemical composition of weld metal(%):

#%(C) #(Cr) (S) B(P) HETHREE
<0.15 10-16 <0.03 <0.04 <2.50
HEIF RFERE HRC =40

£#£i85% Recommended current:

oo Ll 32 4.0 5.0
Weld rod diameter
JEFEER(A
W{f.ding 'c'u(r,e)m 80~120 120~160 160~200

EEED: 1. BRIREAE 150 CARBIE 1/,
2. BRI AUE THMIMEI00CU L, BEHITAEMNHALERIRGHEROEE,



 Surfacing Welc TYUE %

Product Name: D608

48 : GBEDZ
i A
=] i%:

-AI-08

De0BROEHARMBBHKIERER . IRERFR, EXBERBREN
EH . BTHIERENHHREANNE . B, BIEEEEERSIREN
MEEPE « X33l R DRIEFEE RISBVRMNEED -

ARTFRLNE - TLRSFEAZVNEIRSBERPTOHTHE .

Description: D608 is chrome-molybdenum cast iron type electrode with tungsten coating for deposited

welding. It can be operated on both AC and DC, but operating on DC is better. Since the
weld metal consists of Chrome-molybdenum carbide, so surfacing layer provied with more
hardness and anti-abrasion ability. it has excellent anti-abrasion ability to sand and ore.

Application: It applies to surfacing welding parts of agriculture and mining machineries, and parts under

light impacting working evironment.

BEEBHFEHS (%) Chemical composition of weld metal(%):

f%(C) #%(Cr) £H(Mo)

2.50~4.50 3.00~5.00 3.00~5.00

HIZEREE: HRC=55
Hardness of surfacing weld layer: HRC=55

$#%ii% Recommended current:

EBREI

Notes:

BE&ERE(mm)
Weld rod diameter 32 4.0 5.0
E#&EETIL(A) 90~120 130~160 ———

Welding current

1. R AR R WE250°CA GRS UM .
2. RORIFFIMEA00°C~500°C, HERLBEOTRBRFEER—E, BRRER, REER-
3 RETEEHTIAINT, REEENT -

1. Electrodes must be baked for 1 hour at 250°C before welding operation.

2. Before surface welding works, to heat the parts up to 400°C~500°C, or to pre-deposited
welding by using of J507 low hydrogen electrode, then operate deposited welding and
cooling down slowly.

3. Itis unable to machining the Deposited weld line, but grinding.
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Aluminum Weld

Product Name:ER 1070| Al99.7

Product description

TYUE %52

ER1070 is a kind of pure aluminium welding wire with the aluminium more than 99.7% .

WIRE COMPOSITION (%)
E:g;'; g ments: 99.7 | <020 | <0.25 | <0.04 | <0.03 | <0.03 | <0.04 | <0.0003 | <0.03
Typical Results | 99.82 | 0.06 | 009 | 0005 | 0.001 | 0.001 | 0001 | 0.000 | 0.005

Mechanical Properties

ER1070 124-224 275-330 | 12-16 579-582 White
Key Features:
e Pure aluminum welding wire for MIG and TIG welding
@ Good color-match after anodic process
e Good anti-corrosiveness
e Well electrical conductivity
Application:
® Buss bars
e Electrical boxes
e Heat exchangers
e Metallizing
e Electrical, chemical, construction and food industry
® Low strength corrosion resistant vessels and tanks
Shielding Gas:
® 100% Argon
e Argon/Helium mixture
Conformance:
e ISO 1B273: S Al 1070 (Al99.7)
e SFA/AWS A5.10/A5.10M: ER1070
Diameters/Packing
MIG wire 0.9mm, 1.0mm, 1.2mm, D300mm Plastic Spool/Steel Spool 7/
1.6mm D270mm Plastic Spool 7
0.9mm, 1.0mm, 1.2mm D200mm Plastic Spool 2
D100mm Plastic Spool 0.5
TIG rod 1.6mm, 2.0mm, 2.4mm, Length:1000mm 5
3.0mm, 3.2mm, 4.0mm, Carton or plastic tube 10
5.0mm, 6.0mm 20
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Product Name: ER4043| AlSi5

TYUE %52

Product description

ER4043 (Al-Si5) is one of the oldest and most widely used welding and brazing alloys. SIWEITE ER4043 can
be classified as a general purpose type filler alloy.

WIRE COMPOSITION (%)

Requirments-ER4043 Remainder 4.50-6.00 <0.80 <0.30 <0.05 <0.04 <0.0003 <0.15

Typical Results Remainder 0.15 0.03 0.02 0.001 0.0000 0.01

Mechanical properties

ER4043

124-224 275-330

12-16 | 579-582 1 White

Key Features:
® Metal spraying.
e Lower melting point and good fluidity.
e More specifically the 6XXX series alloys.
@ Designed for welding heat-treatable base alloys.
e Suitable for sustained elevated temperature service.
® Low sensitivity to weld cracking with the 6XXX series base alloys.
Application:
o For welding 6XXX alloys, and most casting alloys
® Automotive components
@ Bicycle frames
® Recreation
Shielding Gas:
© 100% Argon
@ Argon/Helium mixture
Conformance:
© |SO 10858-2008
® AWS A5.10

Diameters/Packing

MIG wire ! 0.9mm, 1.0mm, 1.2mm, | D300mm Plastic Spool/Steel Spool g 7
! 1.6mm E D270mm Plastic Spool E 7
0.9mm, 1.0mm, 1.2mm ; D200mm Plastic Spool 1 2
! E D100mm Plastic Spool E 0.5

TIG rod i 1.6mm, 2.0mm, 2.4mm, i Length:1000mm E 5
! 3.0mm, 3.2mm, 4.0mm, ! Carton or plastic tube :T
! 5.0mm, 6.0mm ! ET




Product Name:ER4047| AlSi12
Product description

TYUE %52

ER4047 is the eutectic aluminum silicon alloy welding wire with about 12% Si element. Suitable for Al-Si,
Al-Si-Mg, Al Si mg Cu wrought aluminium and aluminium (7%Si) argon arc welding.
WIRE COMPOSITION (%)

Requirments-ER4047 | Remainder | 11.0-13.0 <0.80 <0.30 <0.10 <0.10 <0.20 <0.0003 <0.15

Typical Results Remainder 0.11 0.75 0.005 0.0000

Mechanical properties

ER4047 12-16

124-224 1 275-330

579-582 i White

Key Features:
o Welding filler.
e Metal spraying.
@ Similar to AlSi12 (Germany), BS N21 (United Kingdom).
e Lower melting point and higher fluidity than 4043 wires.
e Widely used for brazing of aluminum, Al-Mn, Al-Si-Mg alloy materials.
® Can be used as a substitute for 4043 wires to increase silicon in the weld metal, minimize hot cracking and produce
higher fillet weld shear strength.
Application:
® Automotive components
@ Body panels
@ Brazing of aluminum sheets, extrusions, and castings
Shielding Gas:
® 100% Argon
® Argon/Helium mixture
Conformance:
® |SO 1B273: S Al 4047 (ALSI12)
® SFA/AWS A5.10/A5.10M: ER4047

Diameters/Packing

MIG wire | 0.9mm, 1.0mm, 1.2mm, | D300mm Plastic Spool/Steel Spool & 7
! 1.6mm ! D270mm Plastic Spool : 7
i 0.9mm, 1.0mm, 1.2mm E D200mm Plastic Spool E 2
; ; D100mm Plastic Spool E 0.5
TIG rod ' 1.6mm, 20mm, 2.4mm, | Length:1000mm ' 5
; 3.0mm, 3.2mm, 4.0mm, ; Carton or plastic tube ET
!5 0mm, 6.0mm ' T
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Product Name: ER 5183 | AlMg4.5Mn0.7
Product description

ER5183 is a special aluminium alloy solid MIG wire containing 5% Magnesium and 0.75% Manganese for
improved weld strength and resistance to sea water.

TYUE %52

WIRE COMPOSITION (%)

Requi ER5183 <0.40 | <0.40 | <0.10

0.50-0.10 | 4.30-5.20 | 0.05-0.25 | <0.25 | <0.0003 | <0.15

Remainder 0.12 0.005 | 0.66 4.8 0.08 0.005 | 0.0000

Typical Results

Mechanical properties

ER5183 1 124-224 | 275-330 1 12-16 | 579-582 | White

Key Features:
e Designed to meet higher tensile strength requirements
e Commonly used with 5083 and 5654 base materials
o Be used for welding 6xxx series alloys or joining 6xxx series to 5xxx series
® high resistance to sea water
Application:
® Cryogenic tanks
@ Shipbuilding industry
® Railway industry
e Offshore industry
e High strength structural aluminum
Shielding Gas:
© 100% Argon
® Argon/Helium mixture
Conformance:
® |SO 10858-2008
e AWS A5.10

Diameters/Packing

MIG wire : 0.9mm, 1.0mm, 1.2mm, 1 D300mm Plastic Spool/Steel Spool ! 7
; 1.6mm E D270mm Plastic Spool E 7
E 0.9mm, 1.0mm, 1.2mm E D200mm Plastic Spool E 2
! E D100mm Plastic Spool E 0.5
TIG rod E 1.6mm, 2.0mm, 2.4mm, E Length:1000mm ; 5
! 3.0mm, 3.2mm, 4.0mm, : Carton or plastic tube :T
! 5.0mm, 6.0mm ; :T
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Product Name: ER 5356 | AlIMg5Cr

Product description

The ER5356 is the most commonly used MIG filler wire. It welds 5000 series and 6000 series
aluminum alloy .

WIRE COMPOSITION (%)

Requi ER5356 <0.10 | 0.50-0.10 <0.25 | <0.0003 | <0.15

4.30-5.20 | 0.05-0.25

4.8 ! 0.08

Typical Results 0.005 | 0.66 0.005 ! 0.0000 | 0.08

Remainder |
'

Mechanical properties

ER5356 1 124-224 | 275-330 1 12-16 | 579-582 | White

Key Features:
® Designed to meet higher tensile strength requirements
e Commonly used with 5083 and 5654 base materials
@ Be used for welding 6xxx series alloys or joining 6xxx series to 5xxx series
@ high resistance to sea water
Application:
e Automotive components
@ Shipbuilding industry
@ Railway industry
® Trailer manufacturing
® General fabrication
e Power industry
® Structural frames
Shielding Gas:
© 100% Argon
e Argon/Helium mixture
Conformance:
® |SO 10858-2008
® AWS A5.10
Diameters/Packing

MIG wire 1 0.9mm, 1.0mm, 1.2mm, i D300mm Plastic Spool/Steel Spool g 7
! 1.6mm E D270mm Plastic Spool E 7
E 0.9mm, 1.0mm, 1.2mm ' D200mm Plastic Spool I 2
! E D100mm Plastic Spool E 0.5
TIG rod ' 16mm, 20mm, 2.4mm, | Length:1000mm : 5
! 3.0mm, 3.2mm, 4.0mm, ; Carton or plastic tube ?T
! 5.0mm, 6.0mm ! :'T
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N

J-10C J-5B J-108
10Kg 5Kg \ 10Kg
AC220V AC220V/230V AC.DC80-110V
200W 8soow 500W ‘ 600W
50C-400C 180+ 15C
450mm (Can choose other type ) 450mm (Can choose other type )
$190x548Hmm | $228x605H mm 168x188x635mm | 202x232x646mm
3.0Kg 5.0Kg 3.2Kg | 4.3Kg
J-10CE
10Kg
J-10M AC220V/230V
5Kg | 10Kg 300W
AC.DC60-110V 50C-250C
200W 300w 450mm im (Can choose other | type )
150C 110 x (420 + 35)mm
450mm (Can choose other type ) 230 x620mm
$110%(420+50)mm | B  45Kg
¢175x548Hmm $230x620HMmM Cable terminal is made of claps or magnel
3.0Kg I A.SRg o With welding rod to support the tray and hook
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Welding Electrode

TYUE %52

AR-30 AR-60
30KG 60KG

AC220V AC220V
1400W 2000W

50-400°C 50-400°C
450mm 450mm

390X600X670mm = 510X670X720mm

38KG 51KG

A-25R
25KG

AC220V

800W
50-300°C
450mm

350X450X580mm
17.6KG
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Welding Electrode Drying OVeR TYUE X2

= oo | ersn [ ARzl | AF-300L

| ProductName | FLUX OVEN

P voouter | soliter | 2o0bter | 300 Liter

| input Voltage | AC220V. 460V 50HZ

[aperias | st

_740><esox 1050mm| 740 % 650 X 1150mm| 740 X 650  1360mm| (740 X 650 X 1160mm) <2
_ 75Kg | 95Kg | 103Kg } 180Kg

.34.
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A-350M [ A-450M

T |
Ty — 4.5KG 6.5KG
320W/500W
————————— 300mm 450mm
150T T
——————— 9.7X9.7X38.1cm |  9.7X9.7X48.3cm
450mm

20.2X23.2X64.6cm
3.2KG

Water Cooling System
WRC-300A
Flux Oven 220V or 110V, 50/60Hz
AF-100SS 260w (0.9A/220V)
100KG 100%
G220V 3 BAR (30MINGH)
9 LITRE
00w 8.5L/MINUTE AT 6mH
50-300C 20060
760x635x1250MM 54(L)x26 (W)x35 (H)
45KG 5.9KG
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Welding Electrode Drying Ow

TYUE Xi2

A-25E-1

25KG

AC240V/AC.DC60V-110V

500W

450MM (Can choose other type)

50-150T

190 x 490MM

450MM (Can choose other type)

315 x 295 x 575MM

©190 x 490MM

14KG

320 x 305 x 570MM

14KG

A-25STL-1

AC240V/ AC.DCB0V~110V

25KG

500W

AC240V/AC.DCB0V-110V

50-150T

500W

450MM (Can choose other type)

50-150T

$190 x 490MM

450MM (Can choose other type)

315x 315 x 570MM

190 x 490MM

14KG

400 x 360 x 650MM

20KG




Electrode

A-25STL-2

25KG

AC240V/AC.DC60V-110V

500W

50-150C

450MM (Can choose other type)

$190 x 490MM

400 x 360 x 650MM

20KG

A-708

70KG

AC220V

1000W

50-300C

450MM (Can choose other type)

©370 x 500MM

640 x 480 x 615MM

47KG

TYUE %52

A-25STL-3

25KG

AC240V/AC.DC60V-110V

500W

50-150C

450MM (Can choose other type)

190 x 490MM

400 x 345 x 650MM

Mgt

20KG

§

450MM (Can choose other type)

$370 x 500MM

A-70E
70KG

640 x 480 x 615MM

ween ancc




Electrode Dryin TYUES X8

ZYH-50S
EA-400 50KG
400KG
3Phase, 380V AGa20v
5400W 1800W
50-400C 50-250C
450MM (Can choose other type) 450MM (Can choose other type)
840x780x1390MM 665x640x560MM
200KG 25KG

EA-100TT | EA-200T/T EA-400TT | e

100KG 200KG 400KG | E e

220V 220V 200V

1000W 1500W 3000W g AG220v

300C 300C 300C 2400W
450mm (can | 450mm (an | 450mm (can | Temperature Range 50-2501
chopsegiher | chogsegther | chagee gther |Eléctiodslength | 450MM (Can choose other type)

| Overall size(LxWxH) 800x670x1060MM
950x740x500MM| 915; 1305X735x800MM| |Weight | 65KG
35KG 56KG 105KG |
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m M XKIEBFHERXA

WENZHOU TIANYU ELECTRONIC CO., LTD.

otk A T RIS AR a5 215801

ADD:No.801, Building 2, Butterfly Plaza,Chengdong
Street, Yueqing, Zhejiang, China

F8i&Tel:+86-577-62511132

f&EFax:+86-577-62511131
E-Mail:angela@tyuelec.com

Http://www.tyuelec.com
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