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Table 1. Base metal composition - manufacturer's data Wt (%)
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| | Chemical compositions
| Base metal | ——d
| | C Mn p S Si Ni Cr Mo
}_ ____________ — —— e e e o i e . s it i,
} A 36 I 0.18 0,98 0.01 0.006 0.026 0.01 n.01 0.01
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. Table 2. Chemical composition of welding materials

r T T T T T T bt S S S |
| Strip | C f Mn | P 1 S ] Si ] NI J Cr | Mo | V |
p———t——t + -t +——1+ $——-t +——-
bo22.11L | 0.00812.00) u0.0150 0.004)0.171) 10,93 |22.20 0,00 — |
H e N T Ee
| Flux | Ffluorides | Silica | Amphoteric | Alkaline oxides |
! | | | oxides | |
s et +———— +— —t— - —--1
| ESSC ] 50 % | 13 % | 22 % I 15 % |
| No. ] | | | |
| Specifi- | CaF2 | Si02 | 21203 | Ca0, Me0 |
| cation | | | Tiv2, 2roz | i
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} Strip size| Current | Volt | Travel | Flux | Magnetic control |
| | | | speed| depth | |
b (mm) | (A) ) | (em/min) | (mm) | |
F n ———t -+ + + ——
| 30 x 0.5 | 450 - 550 | 24 - 26|80 - 140} 15 | —_ I
b + + -t } + 4
| 60 x 0.5 | 950 - 1100 | 24 - 26|80 - 140] 15 | —_— 1
E + + } + } —
| 90 x 0.5 | 1400 - 1550 | 24 - 26180 - 140} 15 | N.S pole 3 Amps|
F + +—— } + + —-
] 150 x 0.5 | 2400 - 2600 | 24 - 26180 - 140 15 | N.S pole 4 Amps|
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