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DAXUAN WELDING

ZUACHMRCI SIS A= 2007H2E)| MEEom OIECEE EA| =2 UAAAM AIFEAN EAIS Jiangsu Daxuan Welding Material CO.Ltd was established in February 2007 and headquartered in the beautiful city,
=1 USLICLEAIE £2|E 210|0.EHATNE 0|0, MEHXE 0| AMEHXE E3HA S 2 Chuangzhou,Jiangsu. It is a professional manufacturer of welding wire, with the product scope of gas shielding welding wire,
TNEE Hesoz M SMALICHEA E0l® NSl HEUS s Mul20l HME of his fonmuited dovaopmont strabgies, Used. advenoed managemont conoops. and Mehods o Fprove e, ekl o
slol wEASE MSD wHE Zenazte Higoz Mulac Ag AIALIC rae |
CIAlE MEI0|FE M2EQI 7|= YA MH|A, =2 MET ot ot 2t et 7Y HFHHAMezE = Since its establishment, with the strong professional background, high-quality services, good reputation, as well as the spirit
LHRIAFAAHIS] RIS HiQto w2 c 2 YHNstD Qs of innovation and entrepreneurial, the company has won praises from industries at home and abroad, the business has

developed rapidly.
%»Lf—f-"ﬁ%g% )}__FO,JOH 7|045tHN SMU= MAHO|L HEXH SHMzSAZ T‘}EP:’? | ¢l x-||5-| Jiangsu Daxuan Welding Material CO.,Ltd is dedicated to become the international and specialized welding material
5t UFUHCEANS = DHYHEe MEHQ XX oz HAI=ERLCLESE MHEe 58 2.8 company with industry-leading, distinct features. We sincerely appreciates customer’s vigorous support, and aims to satisfy
2|Hol 714, AlL8 HE g 9| AMFE MH|AE HIECZ JDHUE OIFAIZ|EE2 =& all customers with outstanding quality, attractive price, delivery on time and the best after-sales service.
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DXE 71

XE 712 FAN SFE2

AWS A5.36/ASME SFA5.36 E71T1-C1A0-CS1
GB/T 10045 E501T-1

KS D7104 YFW-C50DR

JIS 23313 T49J 0 T1-1 C A-U H10

EN ISO 17632-A-T420P C 1
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FCAW FLUX CORED

DXE 71

WIRE

Characteristics on Usage
DXE71 is flux cored wire for all position welding, spatter loss is low, bead appearance is beautiful
and arc is soft with good stability. Slag covering is uniform with good removal.

Applications

m KEFHEM

DAXUAN WELDING

AWS A5.36/ASME SFA5.36 E71T1-C1A0-CS1
GB/T 10045 E501T-1

KS D7104 YFW-C50DR

JIS 23313 T49J 0 T1-1 C A-U H10

EN ISO 17632-A-T420P C1

All position welding of building, shipbuilding, bridges, machinery and vehicles.

Notes on Usage

- Proper preheating ( 50~150C ) and interpass temperature must be used in order to release
hydrogen which may cause cracking in weld metal when electrodes are used for medium and

heavy plates.

» Use 100% Coz gas

» Current DC(+)

Typical Chemical Composition of All-Weld Metal(%)

C

Si

Mn

P

0.05

0.49

1.31

0.011

0.008

Typical Mechanical Properties of All-Weld Metal

o Si Mn P S
0.05 0.49 1.31 0.011 0.008
SaEHC J|AN HE A
gEH(YS) OITUZ (TS) eilE (EL ) =R CVN-Z=ZX|
( N/mm?2) ( N/mm?) (%) (TC) (J)
487 556 29 0/-20 82/61
=%
MZA (mm) A [y ] o (kg )
18 512515 150,200
14 512515 200,250
16 512515 200,250,300,350
MEXT % HEH™Z (Amp.)(DC+)
M4 mm 12 14 16
F&HF 150~300 180~400 200~440
V-up&OH 150~260 180~270 180~270
V—down 200~300 200~320 240~300

DS T.S EN Temp. CVN-Impact Value
( N/mm?) ( N/mm?) (%) () (J)
487 556 29 0/-20 82/61
Packing
Dia. ( mm) Spool ( kg ) Pack ( kg )
12 5125,15 150,200
14 512515 200,250
1.6 512515 200,250,300,350
Sizes Available and Recommended Currents(Amp.)(DC+)
Size (mm) 1.2 14 16
F&HF 150~300 180~400 200~440
V-up&OH 150~260 180~270 180~270
V-down 200~300 200~320 240~300
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AWS A5.36/ASME SFA5.36 E71T1-C1A0-CS1
GB/T 10045 E501T-1

KS D7104 YFW-C502R

JIS 23313 T49 2 T1-1 C AH10

EN ISO 17632-A-T422P C 1

DXE 71S& TN EF Il E2HAF0{= 240|0{0|H, SHTF He7t 30,0137t 2HY5|
of AcH,=ai gf2[do] FE&FLICh
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Ex=52| SEtEE (%)

WX[5t7| o HEsk o€ (50~150

FCAW FLUX CORED WIRE

DXE 71S

Characteristics on Usage
DXE71S is a flux cored wire which has been designed to get a good usability in all position for wide
range of welding currents. With its quiet and smooth arc, its slag detachability is very good.

Applications

All position welding of shipbuiding, bridges, building and structural fabrication.

Notes on Usage

AWS A5.36/ASME SFA5.36 E71T1-C1A0-CS1
GB/T 10045 E501T-1

KS D7104 YFW-C502R

JIS 23313 T492 T1-1 C AH10

ENISO 17632-A-T422P C 1

- Proper preheating(50~150°C)and interpass temperature must be used in order to release
hydrogen which may cause cracking in weld metal when electrodes are used for medium and

heavy plates.

- Use 100% COz2 gas

» Current DC(+)

Typical Chemical Composition of All-Weld Metal(%)

C

Si

Mn

P

0.05

0.39

1.30

0.011

0.010

Typical Mechanical Properties of All-Weld Metal

[T | i
& Si Mn = S
0.05 0.39 1.30 0.011 0.010
SaEHC J|AN HE A
gEH(YS) OITUZ (TS) A4lE (EL) =R CVN-Z=ZX|
( N/mm?2) ( N/mm?) (%) (C) (J)
495 560 28 0/-20 130/70
2
MZA (mm) A [y ] o (kg )
13 5,125,15 150,200
1.4 5,125,15 200,250
16 5,125,15 300,350
MEX+ % HHEHF (Amp.)DC+)
M4 mm 1.2 1.4 1.6
F&HF 150~300 160~350 200~380
V-up&OH 150~260 160~260 180~270
V—down 200~300 210~320 240~300

Y.S ES EL. Temp. CVN-Impact Value
( N/mm?2) ( N/mm?2) (%) () (J)
495 560 28 0/-20 130/70
Packing
Dia. ( mm) Spool ( kg ) Pack ( kg )
1.2 5,12.5,15 150,200
14 5,12.5,15 200,250
1.6 512515 300,350
Sizes Available and Recommended Currents(Amp.)(DC+)
Size (mm) 1.2 1.4 1.6
F&HF 150~300 160~350 200~380
V-up&0OH 150~260 160~260 180~270
V—down 200~300 210~320 240~300
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AWS A5.36/ASME SFA5.36 E70T1-C1A0-CS1
DXE 70MS e
KS D7104 YFW-C50DM

JIS 23313 T49J 0 T15-0 C A-U H10
EN ISO 17632-A-T420R C 3
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—UiEoR ST U TH0| 2 APE N2PYS WA s HYB oY (50~150
) 0l Wik

~HSJIAE 100% COGasE ARBEILIC

~8™ARE FF (DC+) YUt

C Si Mn R S

0.05 0.48 1.40 0.010 0.011

S50 7AN €F i

-~
g58(YS) DIFZIE (TS) il (EL) Ag2E CVN-ZZX|
( N/mm?2) ( N/mm?) (%) (TC) (J)
505 580 29 0 60
=%
M4 (mm) 2E (kg) o (kg)
1.2 5,12.5,15 150,200
1.4 5,12.5,15 200,250
1.6 5,12.5,15 200,250,300,350

ME mm 1.2 1.4 1.6

F&HF 230~300 300~350 300~360

\ )
FCAW FLUX CORED WIRE "‘ ﬁﬂﬁﬂ

AWS A5.36/ASME SFA5.36 E70T1-C1A0-CS1
DXE 70MS b
KS D7104 YFW-C50DM

JIS 23313 T489J 0 T15-0 C A-U H10
ENISO 17632-A-T420RC 3

Characteristics on Usage
This wire benefits from a high deposition rate with very low spatter loss, It gives evcellent
penetration and good arc stability.

Applications
As a metal cored wire, it is designed for high productive welding of structural steels in excess of
5mm.

Notes on Usage

- Proper preheating (50~150C) and interpass temperature must be used in order to release
hydrogen which may cause cracking in weld metal when electrodes are used for medium and
heavy plates.

- Use 100% COz gas

» Current DC(+)

Typical Chemical Composition of All-Weld Metal(%)
C Si Mn - S
0.05 0.48 1.40 0.010 0.011

Typical Mechanical Properties of All-Weld Metal

S T.S EL. Temp. CVN-Impact Value
( N/mm?) ( N/mm?) (%) () (J)
505 580 29 0 60
Packing
Dia. ( mm) Spool (kg ) Pack ( kg )
1.2 5,12.5,15 150,200
14 5,12.5,15 200,250
16 512515 300,350

Sizes Available and Recommended Currents(Amp.)(DC+)

Size (mm) 1.2 1.4 1.6
F&HF 230~300 300~350 300~360
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DXE 409 AWS A5.9/ASME SFA5.9 EC409
JIS 23323 TS409-MAO
=4

DXE 409= Ofef 27| SXHEQ! HEAH EHAZA0E 20|0{0|H XSXt HYZ|AHS HH{E2] &
HE0|H, 1K EHA| 8HE=0| =5UCt
T

AISI409 AHIYAECZ 518 Y THEAZHXNSX HEYH EXE.

ArEF2|ALE
~E57tAE A, Ar+2~5%0GasE ARZEHLICh
—SHTRS HF (DC+) YHCh

EX=52| SErYE Y2f(%)  (ES7(~:100%Ar)
g Si Mn P S Cr Ni
0.04 0.45 0.56 0.011 0.009 126 1.00

SAZR0| J|AN MA U (ES71A:100%Ar)

QIFULE (TS) Mg (EL ) ANEges CVN- =2X|
( N/mm?2) (%) (C) (J)
495 20 = -
T
MZA (mm) 2AE (kg ) (kg )
1.2 5,12.5,15 150,200

HNEXT A HEHF (Amp.(DC+)

MZE mm 1.2

F&HF 140~250

<
FCAW FLUX CORED WIRE DBl

DXE 409 AWS A5.9/ASME SFA5.9 EC409
JIS 73323 TS409-MAO

Characteristics on Usage

This wire has been specifically formulated for use in the welding of automotive exhaust systems
and mufflers. It also has an excellet deposition rate and corrosion resistance. High speed welding
can be carried out with this product on thin plate material without burning through. DXE409 can be
used in the welding of similar chemical composition alloys.

Applications
DXE409 is a metal type flux cored wire designed for the horizontal fillet welding of AIS1409
ferrite stainless steels.

Notes on Usage
- Use welding gared Ar or Ar+2~5%0z2 gas.
» Current DC(+)

Typical Chemical Composition of All-Weld Metal(%) (Shielding gas:100% Ar)

C Si Mn B S Cr Ni
0.04 0.45 0.56 0.011 0.009 12.6 1.00

Typical Mechanical Properties of All-Weld Metal (Shielding gas:100% Ar)

T.S EL. Temp. CVN-Impact Value
( N/mm?2) (%) (C) (J)
495 20 - -
Packing
Dia ( mm) Spool ( kg ) Pack ( kg )
12 512515 150,200

Sizes Available and Recommended Currents(Amp.)(DC+)
Size (mm) 1.2
F&HF 140~250
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e

STS FLUX CORED WIRE

DFS-308L

AWS A5.22 E308LT1-1
GB/T 17853 TS308L-FC11

Characteristics on Usage

This is a titanium type stainless steel flux—cored welding wire.lt has good arc stability and produces
less spatter.The arc stability is excellent in low current zones,and the slag detachability is good.Can
do full position welding.

Applications
Welding of 18% Cr-8% Ni steel and low carbon 18% Cr-8% Ni steel for the chemical industry such

as petroleum, pharmaceuticals, fertilizers, and textiles.

Notes on Usage
The shielding gas uses 100% CO, gas.

Typical Chemical Composition of All-Weld Metal (WT%)

C

Mn

Si

P

S

Ni

Cr

Mo

Cu

0.028 1.40

0.46

0.020

0.008

9.85 19.82

0.015 0.01

Typical Mechanical Properties of All=Weld Metal

C Mn Si E S Ni Cr Mo Cu
0.028 1.40 0.46 0.020 0.008 9.85 19.82 0.015 0.01
Saae| TN M ey
AHBE(TS) Ails (EL) ANEHe= CVN- S24%|
( N/mm?) (%) (C) (J)
550 38 -20 67
NEXl+ ¥ HEXF (DC+, Amp,)
M8 (mm) 12 16
F&HF 180~220 250~290
V-up&OH 120~160 =

T.S EL. Temp. CVN-Impact Value
( N/mm?2) (%) (C) (J)
550 38 =20 67
Sizes Available and Recommended Currents (DC+,Amp.)
Size (mm ) 1 16
F&HF 180~220 250~290
V-up&OH 120~160 ]
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AWS A5.22 E309LT1-1
GB/T 17853 TS309L-FC11
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<
STS FLUX CORED WIRE DBl

DFS-309L

AWS A5.22 E309LT1-1
GB/T 17853 TS309L-FC11

Characteristics on Usage

This is a titanium-type stainless steel flux—cored welding wire.It contains a relatively high amount
of ferrite compared to the austenitic structure, offering excellent heat resistance and corrosion
resistance. The arc stability is excellent,the slag removal properties are good,and can do full
position welding.

Applications
Welding of dissimilar metals such as stainless steel and carbon steel or low alloy steel.

Notes on Usage
The shielding gas uses 100%CO,gas.

Typical Chemical Composition of All-Weld Metal (WT%)

C

Mn

Si

P

S

Ni

Cr

Mo

Cu

0.021

1.46

0.58

0.021

0.008

12.65

235

0.012

0.015

C Mn Si B > Ni Cr Mo Cu
0.021 1.46 0.58 0.021 0.008 12.65 235 0.012 0.015
S3a52| 74N H4E L
AFUZ (TS) Ails (EL) ANEHe= CVN- 324X
( N/mm?) (%) (C) (J)
600 40 =20 55
MEX+= o HEH™F (DC+, Amp.)
M8 (mm) 12 16
F&HF 180~220 250~290
V-up&OH 120~160 =

Typical Mechanical Properties of All=Weld Metal

T.S EL. Temp. CVN-Impact Value
( N/mm?2) (%) (C) (J)
600 40 -20 55
Sizes Available and Recommended Currents (DC+,Amp.)
Size (mm ) 1 16
F&HF 180~220 250~290
V-up&OH 120~160 ]

7
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DFS-316L

AWS A5.22 E316LT1-1
GB/T 17853 TS316L-FC11

DAXUAN WELDING

v
STS FLUX CORED WIRE L‘ KEFHEM

DFS-316L

AWS A5.22 E316LT1-1
GB/T 17853 TS316L-FC11

Characteristics on Usage

=
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2tE M 2 BEIZYUR S0 AFRE S 18% Cr—12% Ni—2% Mo 2 X Et4A 18% Cr—12%

Ni—2% MoA| ZH|el2|~Z 88X

ABFL AL
ES7tAE100% CO, ARSELLCH

C Mn Si E S Ni Cr Mo Cu
0.026 1.38 0.56 0.022 0.009 12.61 19.50 2.25 0.009
Saae| TN M ey
AHBE(TS) Ails (EL) ANEHe= CVN- S24%|
( N/mm?) (%) (C) (J)
550 43 -20 52
NEXl+ ¥ HEXF (DC+, Amp,)
M8 (mm) 12 16
F&HF 180~220 250~290
V-up&OH 120~160 =

This is a titanium type stainless steel flux cored welding wire.It contains an adequate
amount of ferrite, which provides excellent heat resistance, crack resistance, and arc
stability,along with good slag detachability,and can do full position welding.

Applications

Welding of 18% Cr-12% Ni-2% Mo and low carbon 18% Cr-12% Ni-2% Mo series stainless

steel used in various petroleum and chemical industries.

Notes on Usage

The shielding gas uses 100%CO, gas.

Typical Chemical Composition of All-Weld Metal (WT%)

C Mn

Si

P

S

Ni Cr

Mo Cu

0.026 1.38

0.56

0.022

0.009

12.61 19.50

225 0.009

Typical Mechanical Properties of All=Weld Metal

T.S EL. Temp. CVN-Impact Value
( N/mm?2) (%) (C) (J)
550 43 -20 52
Sizes Available and Recommended Currents (DC+,Amp.)
Size (mm ) 1 16
F&HF 180~220 250~290
V-up&OH 120~160 ]
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-257tA FES 25L/min0] 2SI C.
—SHHR= HF (DC+) Ut

%

K| SishE 22l %)

0.07 0.88 1.51 0.011 0.01

EXEEC JIAN dE 2

441 556 28.9 -30 75
=3
1.2 15,20 250,300
1.4 15,20 250,300,350
1.6 15,20 300,350,400

HERT H HYHF (Amp.)DC+)

110~320

170~380

V-up&OH

50~150

it

GMAW SOLID WIRE

Characteristics on Usage
DS70 is a solid wire designed for all position welding by short—circuiting type transfer. As the deposition
efficiency is high and penetration is deep, highly efficient welding can be performed.

Applications
Butt and fillet welding of steel structures such as vehicles, machinery and bridges.

Notes on Usage

- Use welding grade CO2/Argon+20~25% COz2

- Flow quantity of shielding gas should be 25L/min.approximately.
- Current DC(+)

Typical Chemical Composition of All-Weld Metal(%)

0.07 0.88 1.51 0.011 0.01

Typical Mechanical Properties of All-Weld Metal

a41 556 28.9 -30 75
Packing

18 15,20 250,300

14 15,20 250,300,350

16 15,20 300,350,400

Sizes Available and Recommended Currents(Amp.)(DC+)

F&HF 110~320 170~380
V-up&OH 50~150 =
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A DAXUAN WELDING

sS4
DS 70G= ot A +HEAU RS &2|= 240[0{0|H, 0| HO| 8XHFE0| =2
STHAE HYY SRIEE SWHUY0| FoH ERFHS AR FELICH

L

AR nEE=M A ETEE 52 18R of ¥ FEEA 8F

ALBF2 AE
—H57}AE Co,, Ar+20~25% CO,GasE AL B C}.

—E57}A |22 25L /min0| EEQ/L|C}
—S8MF= &7/ (DC+) YLCH

252 SfEfYE e (%)

0.06 0.86 1.50 0.013 0.011 0.18

EXEEC JIAN dE 2

'Xg KEFHEM

DAXUAN WELDING

Characteristics on Usage

DS70G is a solid MIG wire for flat and horizontal fillet welding and is to be used in a high current
weldingwith COz shielding gas. It benefits from a high deposition rate and excellent penetration. As
this wire contains special elements, its weldability and impact values are excellent.

GMAW SOLID WIRE

Applications
Flat and horizontal fillet welding of construction machinery, structural steels, bridges, ships,
vehicles, etc.

Notes on Usage

- Use welding grade CO2/Argon+20~25% COz2

- Flow quantity of shielding gas should be 25L/min.approximately.
- Current DC(+)

Typical Chemical Composition of All-Weld Metal(%)

006 ‘ 0.86 ‘ 150 0.013 0.011 018

Typical Mechanical Properties of All-Weld Metal

452 565 29 -30 78

452 565 29 -30 78
=3
1.2 15,20 250,300
1.4 15,20 250,300,350
1.6 15,20 300,350, 400

HEXT H HYHF (Amp.)(DC+)

F&HF

280~550

Packing
12 15,20 250,300 '
1.4 15,20 250,300,350
16 15,20 300,350, 400

Sizes Available and Recommended Currents(Amp.)(DC+)

F&HF

280~550
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25 SfEtdE e (%)

0.07 0.63 1.15 0.012 0.011

EXEEC JIAN dE 2

445 560 29 -20 77
=3
1.2 15,20 250,300
1.4 15,20 250,300,350
1.6 15,20 300,350, 400

HERT H HYHF (Amp.)DC+)

F&HF 90~350 180~380
V-up&OH 60~160 -

it

GMAW SOLID WIRE

Characteristics on Usage
DS70S is a solid wire designed for all position welding and high speed welding of steel sheets can be
performed easily by short—circuiting welding. Arc is stable and spatter loss is low.

Applications

Butt and fillet welding of vehicles, buildings, ships, machinery, etc.

Notes on Usage

- Use welding grade Argon+20~25% CO2

- Flow quantity of shielding gas should be 25 L/min.approximately.
- Current DC(+)

Typical Chemical Composition of All-Weld Metal(%)

0.07 0.63 1.15 0.012 0.011

Typical Mechanical Properties of All-Weld Metal

445 560 29 -20 77
Packing

12 15,20 250,300

1.4 15,20 250,300,350

16 15,20 300,350, 400

Sizes Available and Recommended Currents(Amp.)(DC+)

F&HF 90~350 180~380
V-up&OH 60~160 -
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DAXUAN WELDING

SAW WIRE/FLUX COMBINATION

Characteristics on Usage

Especially insensitive to oil, rust, scale, dirt and primers on the surface to be welded. Slag detachability
in narrow groove and resistance to porosity are excellent. Suitable for welding of thin and medium plate
in high speed welding.As the consumption of flux is very small, it is very economical. Applicable to
horizontal and flat fillet welding.

Applications

Single and multi-layer welding of spiral pipes, ships, agricultural implements, machinery, boilers, bridges
and structural steels.

Notes on Usage

- Dry the flux at 300~350°C for 60 minutes before use.

- When the flux height is excessive, poor bead appearance may occur.

- Remove rust, scales, oil, paint, water, dirt and slag of tack welds from the groove to obtain sound
weld metal.

- Current ACDC ( +)

Typical Chemical Composition of All-Weld Metal(%)

0.10 0.50 0.96 0.018 0.013 SS400 25

Typical Mechanical Properties of All-Weld Metal

530 610 29 -20 69 SS400 25

25 4.0 1~13 560 30 40  AWS A5.17
1st 800 36 o5 BS
20 4.8 ond 850 37 45 SL




MDiRE B2 B aiEs

BE
F5HH,

SR =AM HEE= HIE#EA SHA0|H SXF5H2 SHold1 HIIEYO|

>

Bl g2A0| A0 FBEASHO| B0|510X—ray SHO| 8.

MEH3, =M g eHEY| 2l ETTE 32 OE8Y # g¥8%.

AlEF2|Ate

—AI2H 300~350TCOIIM 6027+ KYZAZ7}

QB CH

g
—SHT ZNHEHS =523 7S HLIE HX,JEYAl £22E MIHoHoF XLl 3=

20| EAELICH

—8¥¥F= 1/ (AC) AR/ (DC+) QLCh

0.09 0.35 1.55 0.021 0.018 S5400 25
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SAW WIRE/FLUX COMBINATION 'A‘ e —

DAXUAN WELDING

Characteristics on Usage

Inactive, neutral type bonded flux which is applicable to wire of all kinds. Impact properties of weld metal
and crack resistibility are good. Slag detachability in the groove and resistance to porosity are good.
Usability in horizontal fillet welding and X-ray performance are good.

Applications

Horizontal welding of oil storage tanks, ships, bridges, pressure vessels, penstocks, boilers and
sturctural steels.

Notes on Usage

« Dry the flux at 300~350°C for 60 minutes before use.

- Remove rust, scales, oil, paint, water, dirt and slag of tack welds from the groove to obtain sound
weld metal.

- Current ACDC ( +)

Typical Chemical Composition of All-Weld Metal(%)

0.09 0.35 1.55 0.021 0.018 SS400 25

Typical Mechanical Properties of All-Weld Metal

500 560 30 -40 110 SS400 25

Typical Welding Conditions

25 4.0 T 1~13 560 30 40 AWS A5.17
. —12.5
450 28 35
5 - o W . 2-4 500 26 50 BT
%‘ == 1a 5 450 28 35
il 2ND
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