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Pipeweld 9010 Plus

Ly kg =% s g [TE [RE

7¢ PF
o7 PE
5GU

PG
»f —
V% 5GD

Cellulosic coated electrode designed for low alloy steel. Deep penetration welding in all positions, especially in the vertical downward ; recommended for welding
pipe-lines of API 5LX: X70- X80.

Knaccudukauum SFA/AWS A5.5 : E9010-P1
EN ISO 2560-A : E 50 2 1NiMo C 21
Opo6peHus FBTS E 9010-P1

OpobpeHns Ha MaTepuasibl BbIZAIOTCS C MPUBSISKOU K 3aBOAY U3roToBuTento. [10apoGHYI0 MHMOPMALMIO MOXXHO rOMy41Ts B npeacTasnTenscTaax ESAB.

CBapo4HbIf TOK DC+
Twun cnnaBa Low alloyed (0.9 % Ni, 0.4 % Mo)
Tun nokpbITHA Cellulosic covering

MexaHu4eckue cBocTBa npu pacTsaXXeHuum

CocTtosiHne Mpepen TekyyecTun Mpepen npo4HocTn Npu YanuHeHue
pacTsXXeHUn

AWS

[Mocne cBapku 620 MPa 700 MPa 22 %

TunuyHble cBoCTBa o6pas3ua ¢ V-o6pa3HbiM Hagpe3om no Lapnu

CocTtosiHue Temnepartypa ucnbiTaHus Pa6oTta ypapa
AWS

[Mocne cBapkun -20 °C 60 J

[Mocne cBapkun -30 °C 354

Xum. cocTaB HamaB/IEHHOro metasnna

C Mn Si Ni Mo
0.10 1.00 0.20 0.90 0.40

JlaHHble HannaBKu

AvameTp Tok B Kon-Bo Fusion time per KnAa, % MpousBoguTenbHoc
3NeKTpPoAoB/Kr electrode at 90% | Tb HaNNaBKu Npu
Hannaen. Metanna max ToKe 90% oT
MaKcUManbHoro
3.2 x 350.0 mm 65-120 A 32V 56 79 sec 63 % 0.82 kg/h
4.0 x 350.0 mm 90-180 A 34V 39 78 sec 63 % 1.17 kg/h
5.0 x 350.0 mm 150-240 A 32V 24 90 sec 63 % 1.67 kg/h
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