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7018 PRODUCT DATA SHEE

MMA ELECTRODES C-MN AND LOW-ALLOY STEELS
m Superior weldability, ultra smooth finely rippled weld beads
B Less than 4.0 ml diffusible hydrogen level
® Superior reliability for the critical welding of (-Mn microlloyed & low alloy structural steels

m Radiographic out of position welds including pipe welding
Classification AWS A5.1:E7018 DINEN IS0 2560-A:E424B32H5 1S 814: EB 5426H3IX

Description and Hydrogen controlled Iron powder, basic heavy coated MMA electrotéifor

Applications

Base materials

Typical Weld Metal
Chemical Composition(%)

0.07 0.40 1.20 0.020 0.020

All weld metal Mechanical

. . Heat
Properties (ypical) - R A R Y 1

Tensile Yield Elongation Charpy Impact

As Welded 550-620 450 28 100

Amperes () 2.50mm | 3.15mm | 3.20mm | 4.00mm | 5.00mm
50-90 100-140 100-140 130-180 180-230
Welding Instruction Keep dry and avoid condensation.

Re-dry electrodes at 350°- 400°C for 1-2 hrs,if hecessary.

Welding Positions L =& 10 =+ | ~70V

1G/PA  2F/PB  2G/PC 3G/PF 4G/PE  PF2
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