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AWS A5.18  ER70S-6
GB/T 39280 W49A3 6(ER50-6)TIG Rod for High Tensile Steel

Welding Position:  F, H, HF, OH, V

Type of Current:  DCEP

Features & Applications
ER70S-6(TIG) / CHG-56 is TIG rod for high tensile steel.It is with excellent welding performance, stable arc 
and smooth welding gap.It mostly used for multi-pass welding and single-pass welding of carbon steel 
and low alloy steel with grade of 500MPa(such as bridge, vehicles and mechanical structuree and so on).

Chemical Composition of the Wire (%)

C Mn Si S P Ni Cr Mo V Cu

Standard 0.06-0.15 1.40-1.85 0.80-1.15 ≤0.035 ≤0.025 ≤0.15 ≤0.15 ≤0.15 ≤0.03 ≤0.50

Atlantic 0.07 1.47 0.90 0.011 0.012 0.021 0.020 0.007 0.008 0.18

Mechanical properties of Deposited Metal (AW)

Yield Strength
ReH (MPa)

Tensile Strength
Rm (MPa)

Elongation 
A4 (%) -30

Impact Value (J) 

℃

Standard ≥400 ≥480 ≥22 ≥47

Atlantic 450 550 29 160

�



                     

                  

Notice: 1) The wire must be kept in dry condition and keep the package in good condition before welding.

2) The flowrate of the shield gas should be 9L-14L/minute when the current is 100A-120A and it should be 
    14L-18L / min when the current is 200A-300A. The extention of tungsten electrode should be 3mm-5mm 
    and arc length should be 1mm-3mm. wind speed limit ≤1.0m/s. It is better to fill shield gas on the backside 
    of welded area during welding.

3) The surfaces to be welded must be cleaned away impurities of oil contamination, rust, moisture and so on.

4) The amount of heat input in welding which will affects the mechanical properties and crack resistance of 
    weld metal directly. It should be paid more attention.

5) The welding conditions mentioned above for reference only.

CHF101/CHW-S12 AWS A5.17 F7A4/EM12K
BS EN  756-S 38 4 FB S2Si

ISO 14171-A-S 38 4 FB S2Si
ISO 14171-B-S 49A4 FB SU21SAW Flux/Wire Combination for High Tensile Steels

Type of Flux:  Agglomerated (sintered) 
Type of Current:  DCEP or AC

Features & Applications
CHF101 is fluoride-basic sintered flux and its basicity is about 1.8. The weld metal of this flux/wire combination shows 
fine appearance and it has satisfactory low temperature toughness. It is suitable to weld structures made by equivalent 
tensile strength mild steels or low alloy steels, such as ship structures, boilers, pressure vessels, as well as LPG 
cylinders. 

Chemical Composition (%)

C Mn Si S P Cr Ni Cu

CHW-S12 (EM12K)
Standard 0.05-0.15 0.80-1.25 0.10-0.35 ≤0.030 ≤0.030 — — ≤0.35

Typical 0.080 1.06 0.22 0.011 0.016 0.025 0.026 0.10

Deposited Metal Typical 0.054 1.30 0.30 0.014 0.021 0.020 0.010 0.042

Mechanical Properties of Deposited Metal (AW)

Yield Strength
ReH (MPa)

Tensile Strength
Rm (MPa)

Elongation 
A4 (%)

Impact Value (J) 

-20℃ -40℃

Standard ≥375 490-660 ≥22 ≥34 ≥27

Typical 410 510 32 120 105

The standard of mechanical properties conforms to shipping institutions and the certificate of inspection would follow it 
unless the purchaser has special requirement.

Quality Guarantee of Flux

Moisture Solid Impurities S P Mesh

≤0.10% ≤0.30% ≤0.060% ≤0.080% 10-60

Approvals

Institute LR ABS GL BV DNV NK

Grade 3YM 3YM 3YM A3YM Ⅲ YM KAW53M

Notice: 1) �To avoid rust the wire must be kept in dry condition and keep the package in good condition also before 
welding.

2) The flux should be re-baked at 300℃ -350℃ for 1.5-2 hours before use.  
3) The surfaces to be welded must be cleaned away impurities of oil contamination, rust, moisture and so on.
4) �The welding conditions mentioned above for reference only and it is better to do a welding procedure 

qualification according to project before put it into formal welding.
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Shield Gas

100% Argon

Purity≥99.99%


