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1 = PURPOSE

This specification covers the identification of wire
alectrodes and flux for automaiic submerged arc welding of
carbeh; carbon-manganese and low alloy steels, used for the
manufacture and repair of ralling stock,

2 - DESIGNATION

2.1 = Theé abbreviated designation vomprises letters and numbérs

in & specific order,
2.1.1 - Synbels for the wire elacfrodes

2.1.1.1 = Synhal for the product

The generat syibol for wire electrodes ¥ V5",

The synbal  far wire eleetrodes Tor automatic
submerged 1o welaing with flux is "P&Y.
2.¥.1,2 - Syrhal for thke chemical composition

The symbo] wsed to define the chemical composilion s
shown in the following table:
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¥.025
0.025
0,025
0.025
0.075
0.025
0,025
0.025
0,025
C.G15
0,015

0.025
0. 025
0.025
0.025
0.025
0.025
0.025
0.025
C.CZ5
0.025
0.015
0.01%
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0-1.70
=1.20
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0.35-0.60
0.80-1,20
1.30-1.70
1.75=2.25
2.75-3.25
0.35-0.60
0.80-1.20
0.80-1,20
1,301,720

1
o
4]

.25
.28

5

5
.35
Q.50
0.40

1
1
0
-0
0
0
=0.25
05+0.25

Symbo
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2.1,2 = Symbals for the flux

2.1.2.1 = Symbol for the manufacturing method of the flux

The manufacturing method is symbolised by a Tetter,
as follows:

i for fused flux

B: for agglomerated or sintered Tlux
M: for mechanically mixed flux.

2.1.2.2 - Symbho} for the principal chemical constituents of the

flux

Two Tetters are used as shown in the following tahle:

g97 =535 - & -
0 R
Symbol Tengile otrengilh | Elastieity Timit Mi i mum
{N/mmi® ) {Mfmm?) Tengthening
(1) (%}
43 430 - 510 (2) T 3LE 22
51 510 = BIG > 38D 22
) S7y - e = 42Q 20
6 = 650 = 480 18

17 As regards ten:sile strength, the wvalués are referencd
values.

{2y Talersnce: + 40 N/mm?

Symbol Type of flux Principal copstityents
M5 Manganese &1licete MR + 5'702 2 E0%
€5 Caleium 8iVicate Ca0 + Mg0™= 5il, = 60%
AR Ruti le~aluminium Al,0, + Til, Z45%
AR Basic-aluminium AlL03 + CalQ*+: Mgl B 45%
l\lz,().3 2 70%
FR Basie: fludride Cal + Mgl + Mnl + CaF.. 250%
$i0, £ 20% “
CaF, < 15%

NOTE: Definmition of the basicity index {5 given in Appendix i,
2,1.3 = Symbnl for weld deposit charscteristics
2.1.3.1 - Symbel for the tensile strength of the weld deposit

The tensile strength ranges are given in  the
fallowing takile:

72.1.,2,2 - Symbal for the rotched bar fmpact strength af the
neld deposit

The first digit denotes the temperature requited o
achieve an absorbed emergy value of 284, within V 150/R 14E av
fotlows:t

Symbol Test temperature [°C)
0 -
1 + 20
2 G
3 - 20
4 - 30
o - B

The secona digit denotes the temperature required to
achieve an abserbed energy value of 47 J, within V 150/F 148,
as follows:

Symbol Test tewperature {°C)
U -
1 + 20
pd o)
3 = 20
4 - 30
5 - 4g
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3 - APPLICATION

The system of symbols for cembinations of electrode viras
and flux is divided into the following parts:

3.1 - Part relating to the wire

The part relating to the ‘wire comprises synbals. n the
follaviing order:

- the type of product
- the chemical: composition,

- Part relating to the flux

3,
The part relating to the flux corprises symbols in. the
folltowing ordert

~ the ‘manufacturing metbed
- the chemical composition.

3.3 - Fart relating 1c 1he combinatien

The part relating to the copbination comprises synbols in
the following order:

- ténsile strength ‘of the weid depesit
= notchied bar impact strength of the welg. deposit,

3.4 - Example
SAY FMs 51 43, OVC 897,

4 - MARKING

The crder or 4its appended decuments shall  indfcate the
marking to be provided for the wire-flux combinatien.
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APPLICATION
The flux symbols are based on chemical composition.
The basicity index is expressed by the ratio:

- 1987,
% total of basic oxides Effective from 1 January 1987

% total of acid oxides AT Reilways fn the Unfon,

. or

Basicity index =

Cal + MgD + BaO + Sr0 + Na,0 =+

Ky0 + Li,0 + CaF, + 1/2 (MAC + FeD)

510, + 1/2 (A1203 + Tiﬂz + ZrUz)
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