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GMAW (Gas Metal Arc Welding or MAG)
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WELD WIRE & Olollol)|
Indicates a welding elecirode

Designates a composition of the weld metal
Designates a flux-cored welding electrode or rod

Designates recommended position of welding: 0 = flat and horizontal; 1 = all position

I““‘— Designates the extemal shielding medium to ba employed during welding spacified for classification (see Table 2)
EXXXTX-X

RXXXT1-5
‘ |~— Designales the exteral shielding gas to be employed during welding. Type of shielding is 100% Argen
Designates recommendad position of welding: 1= al position

Designales a flux-cored welding electrode or rod

Designates composition of the weld metal
Indicates a welding rod
Table 2
Required Shielding Medium, Polarity, and Welding Process

AWS Classification® b External Shielding Medium® Welding Polarity Welding Process
EXXTH-1 Co, deep FCAW
EXXXTX-3 none (self shielded) deep FCAW
EXXXTX-4 75 B0% Argon/remainder CO, deep FCAW
RXXXTI1-5 1008 Argon deen GTAW
EXXXTX-G Not Specified® Not Specified? FCAW
BXXXTI-G Not Specified® Not Specified GTAW

! See Scope 1.1 and its footnote | regarding the elimination of te EXXXT-2 classifications that existed in the previous révision of this document.

* The letters “300X™ stand for the designation of the chemical compesition (see Table 1), The “X” after the T~ designates the position of operation. A
“0 indicates flat or horizontal operation; 2“1 indicates all position operation,

* The requirement for the use of specificd external shielding medium shall not be construed to restrict the use of any other medium for which the
electrodes are found suitable, for any application other than the classification tests,

43ee A2.3.7102.3.9 for additional information,
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AWS Filler Metal Specifications and Related Documents

Q2
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Designation Title

FMC Fitler Metal Comparison Charts

IFTSh Tnternational Index of Welding Filler Metal Classificarions o

UGFM User's Guide to Filler Metals

A42M (ISO 8249: Standard Procedures for Calibrating Magneric Insiruments to Measure the Delta Ferrite Content Austenitic and

2000 MOD) Duplex Ferritic-Austenitic Stainless Sreel Weld Metaf _

Ad3 Standard Methods for Determination of the Diffusible Hydrogen Content of Martensitic, Bainitic, and Ferritic Steel
Weld Metal Produced by Arc Welding -

Ad M Standard Procedures for Determination of Moisture Content of Welding Fluxes and Welding Electrade Fhux Coverings

A3.01 Filler Metal Procurement Guidelines

ASONAS.0ZM  Specification for Filler Metal Standard Sizes, Packaging, and Physical Attributes

A5 L/ASIM Spec{ﬁmﬁan for Carbon Steel Electrodes for Shielded Metal Arc Welding

ASHASIM Specification for Carbon and Low-Alloy Steel Rods for Oxyfuel Gas Welding

AS3/AS3M Specification for Aluminiem and Alwminuwm-Alloy Elecrrades for Shiefded Metal Arc Welding

AS4/ASAM  Specification for Stainless Steel Electrodes for Shielded Meral Arc Welding

ASS5A5.5M Specification for Low-Alloy Steel Elecirades for Shielded Metal Arc Welding )

AS6/A5.6M Specification for Copper and Copper-Alloy Electrodes for Shielded Meral Are Welding

ASTAST™ Specification for Copper and Copper-Alloy Bare Welding Electrodes and Rods

A5 8/ASBM Specification for Filler Metals for Brazing and Braze Welding

AS9AS5.9M Specification for Bare Stainless Steel Welding Electrodes and Rods

AS.IWAS.10M  Specification for Bare Aluminum and Aluminum-Alloy Welding Electrodes and Rods

AS.1L/AS.1IM  Specification for Nicke! and Nickel-Allay Welding Electrodes for Shielded Metal Arc Welding

AJHALIIM  Specification for Tungsten and Tungsten-Alloy Electrodes for Arc Welding and Cutting

A5.13 Spﬂfﬁfaﬁé;i Jor Surfacing Electrodes for Shielded Metal Arc Welding

ASI4AS14M  Specification for Nicke! and Nickel-Alloy Bare Welding Electrodes and Rods

A5.15 Specification for Welding Electrodes and Rods for Cast Iron

ASIGASI6M  Specification for Titanium and Titanium Alloy Welding Electrodes and Rods

AJITASITM  Specification for Corbon Steel Elecirodes and Fluxes for Submerged Arc Welding

AS 1B/AS 18M Specification for Carbon Steel Electrodes and Rods for Gas Shielded Arc Welding

A5.19 Specification for Magnestum Alloy Welding Electrodes and Rods

AS20/A5.20M  Specification for Carbon Steel Electrodes for Flux é‘c;red Arc Welding

A531 Specification for Bare Elactrodes and Reds ﬁ:r Surfacing

A522 Specification for Stainfess Steel Electrodes for Flux Cored Arc Welding and Stainless Steel Flux Cored Rods ﬁ;r
Gas Tungsten Arc Welding

AS23AS3M  Specification for Low-Alloy Steel Electrodes and Fluxes for Submerged Arc Welding o

AS24A5.24M Specification for ‘Z:'rmn;u-aﬁ and Zirconium Alloy Welding Electrodes and Rods

AS25ASISM  Specification for Carbon and Low-Allery Steel Electrodes and Fluxes faf Electroslag Welding

A3Z6/A5.20M  Specification for Carbon and Low-Alloy Steel Electrodes for Electrogas Welding

AS2WAS28M  Specificarion for Low-Alloy Steel Electrodes and Rods for Gas Shielded Arc Welding

,’M.zwas.zgm Specification for Low-Alloy Sieel Electrodes for Flux Cored Arc Welding

fﬁuSJ 0rAs.30M Specification for Consumable Inserrs

::.EASEI o Speﬁ.:ﬁ-c_ah:'c-n Jor Fliexes for Brazing and Braze Welding

-?MSEA’J\S.EZM Specification for Welding Shielding Gases

AS34/AS34M Specification for Nickel-Alloy Elecerodes for Flux Cored Arc Welding

,15,
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AWS Filler Metal Speclflcatlons by Material and Wei:ling Process

{Oxyfuel (Sol |d) GTAWTid)  (flux |(submer | (Electrg(Electro
gas’ ) GMAw Mip) cored) |ged) slag)  |gas)
OFW SMAW PAW FlasieFCAW | SAW | ESW | EGW | Brazing

Carbon Steel AS2 AS.1 AS18 | A520 | AS17 | AS25 | A526 | ASS, AS31
Low-Alloy Steel AS2 A5 AS28 A529 | A523 | A525 | AS26 | A58, AS31|
Stainless Steel A54 ASD AS22 | AS22 | ASY | AS9 | AS9 | A58 AS3I
Cast Iron A5.15 AS.15 A58, A5.31
Nickel Alloys A5.11 AS.14 | A58, A5.31

Aluminum Alloys AS.10

AS3 | ASB A531

Copper Alloys ; ASER A53]

A57

Titanium Alloys | AS.8, A5.31

AS5.16

| Zirconium Alleys A58, A5.31

Magnesium Alloys

A58, A5

Tungsten Electrodes

Brazing Alloys and Fluxes |/

el

Surfacing Alloys

Consumable Inserts

Shielding Gases

OFW (Oxyfue| BEEE
RNl et a | Arc Welding or MIG)
IR gsten Arc Welding or TIG)
VNGRSl o | Arc Welding or MAG)
PAW (Plasma 'NERICIReII".

R+:1.2 mm

SV (Y60 ed Arc Welding) me:12.5 kg
#S: 101032222

Gas: CO2/80%Ar+20%C02

: LE
SUNGERNIR < oo Arollielding)ssralt S i “‘”".’.‘.ﬂaﬁ.‘.‘.’

eIAAENIALY Gas Arc Welding) - Lol ZIEFE RAlE—
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