
WELDING MATERIAL
CATALOGUE



Jiangsu Longteng Special Steel Group Co., Ltd., is a steel joint enterprise that integrates traditional 
steel industry and metal deep processing, founded in 1993. Longteng has total assets of more 
than 20 billion yuan, with more than 6,000 employees, the annual output of 4.5 million tons of 

special steels products and 5 million tons of deep-processing metal products.

The welding material project combines the advantages of Longteng Special Steel, fully 
integrated prodcution process. Achieving the coverage of the whole industrial chain. The products 

cover three main series of 200 varieties such as gas-shield solid welding wire, flux-cored 
welding wire and welding rodes, which would be widely used for steel  structures, shipbuilding, 

pressure vessels, oil pipelines, rail transit and offshore engineering, nuclear industry and etc.

Longteng special steel welding technology has made extraordinary achievements in a short 
period of time. Our products and business have spread to more than 40 countries and regions 

around the world, and set up subsidiaries or joint ventures in overseas regions.

Africa, Latin America - Export business focus markets
Brazil, Indonesia - with subsidiaries and joint ventures

Europe - Key market for high-end auto parts
Far East - Key markets for export business

Middle East - Key export markets
North America - Key export markets

Brief Story
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Fully intergrated production process, with the 
support of upstream world class steel making 
facilities in house from same group company.

Newly developed production process with lastest 
technology and know-how,i.e., fully automatic 
production which will be the assurance of 
consistant qualtiy.

High efficiency, fully automatic production line 
make us achieve  1.5 million tons capacity.
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Solid
Welding Wire

Carbon Steel Solid Welding Wire

Mild Steel

ER70S-3 5

ER70S-4 5

ER70S-6 6

ER70S-6 (Copper Free) 6

ER70S-G 7

Weathering Steel ER80S-G 7

High Strength Steel

ER90S-G 8

ER100S-G 8

ER110S-G 9

Stainless Steel Solid Welding Wire
ER308L 10

ER316L 10



 Carbon Steel Solid Welding Wire

ER70S-3

ER70S-4

C Mn Si S P Cr Ni Mo V Cu

0.074 1.15 0.63 0.021 0.020 0.021 0.023 0.023 0.004 0.12

C Mn Si S P Ni Cr Mo V Cu

0.085 1.05 0.718 0.014 0.014 0.005 0.018 0.006 0.003 0.106

Shielding Gas CO2

Gas Flow Rate (L/min) 15 15~20 15~25 20~25

Diameter (mm) 0.8 1.0 1.2 1.6

Current(A) DC+ 50~100 50~220 80~350 170~550

Shielding Gas CO2 / Ar+CO2  5~20%

Gas Flow Rate (L/min) 15 15~20 15~25 20~25

Diameter (mm) 0.8 1.0 1.2 1.6

Current(A) DC+ 50~100 50~220 80~350 170~550

Conformance
ISO 14341-B-GS3

AWS A5.18 ER70S-3

Conformance
ISO 14341-B-GS4

AWS A5.18 ER40S-6

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

525 430 28 103, 97, 100 -20

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

540 450 30 93, 87, 95 -30

Typical Application
• Used for welding low-carboon steel and thin plates
• Used for welding low-carboon steel parts with thorough surface treatment

Typical Application
• Used for welding low-carboon steel and thin plates
• Used for welding low-carboon steel parts with thorough surface treatment
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 Carbon Steel Solid Welding Wire

ER70S-6

ER70S-6 (Copper Free)

C Mn Si S P Cr Ni Mo V Cu

0.077 1.45 0.87 0.013 0.012 0.031 0.017 0.002 0.004 0.125

C Mn Si S P Cr Ni Mo V Cu

0.007 1.54 0.88 0.011 0.012 0.011 0.008 0.010 0.002 0.15

Shielding Gas 100%CO2 / 80%Ar+20%CO2

Gas Flow Rate (L/min) 15 15~20 15~25 20~25

Diameter (mm) 0.8 1.0 1.2 1.6

Current(A) DC+ 50~100 50~220 80~350 170~550

Shielding Gas 100%CO2 / 80%Ar+20%CO2

Gas Flow Rate (L/min) 15 15~20 15~25 20~25

Diameter (mm) 0.8 1.0 1.2 1.6

Current(A) DC+ 50~100 50~220 80~350 170~550

Conformance
ISO 14341-4-G424C13Si1 

AWS A5.18 ER70S-6

Conformance
ISO 14341-4-G424C13Si1 

AWS A5.18 ER70S-6

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

555 450 29 77, 95, 83 -40

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

555 450 29 77, 95, 83 -40

Typical Application
• Used for welding all kinds of 500MPa structural steel parts
• Used for welding all kinds of 500MPa plates and pipes

Typical Application
• Used for welding low-carbon steel and all kinds of 500MPa structural steel 
parts
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 Carbon Steel Solid Welding Wire

ER70S-G

ER80S-G

C Mn Si S P Ti+Zr Cu

0.061 1.44 0.73 0.012 0.009 0.16 0.124

C Mn Si S P Ni Cr Cu

0.057 1.4 0.46 0.008 0.016 0.33 0.48 0.3

Shielding Gas CO2

Gas Flow Rate (L/min) 15 15~20 15~25 20~25

Diameter (mm) 0.8 1.0 1.2 1.6

Current(A) DC+ 50~100 50~220 80~350 170~550

Shielding Gas CO2 / Ar+CO2  5~20%

Gas Flow Rate (L/min) 15 15~20 15~25 20~25

Diameter (mm) 0.8 1.0 1.2 1.6

Current(A) DC+ 50~100 50~220 80~350 170~550

Conformance
ISO 14341-B-GS1

AWS A5.18 ER70S-3

Conformance
AWS A5.18 ER80S-G

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

545 455 29 114, 131, 127 -40

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

590 495 28 112, 120, 118 -40

Typical Application
• Used for welding all kinds of 500MPa structural steel parts
• Applied for high-speed welding steel plate of 500MPa

Typical Application
• Suitable for welding 550MPa high strength weathering steel, such as vehicles, 
offshore projects, bridges, etc
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 Carbon Steel Solid Welding Wire

ER90S-G

ER100S-G

C Mn Si S P Mo Ti Cu

≤0.10 1.40~1.90 0.50~0.95 ≤0.025 ≤0.025 0.20~0.60 ≤0.12 ≤0.50

C Mn Si S P Cr Ni Mo Ti Cu

≤0.11 1.40~1.90 ≤0.80 ≤0.025 ≤0.025 ≤0.30 0.20~0.60 0.010 ≤0.16 ≤0.50

Shielding Gas Ar+CO2

Gas Flow Rate (L/min) 15 15~20 15~25 20~25

Diameter (mm) 0.8 1.0 1.2 1.6

Current(A) DC+ 50~100 50~220 80~350 170~550

Shielding Gas Ar+20%CO2

Gas Flow Rate (L/min) 15 15~20 15~25 20~25

Diameter (mm) 0.8 1.0 1.2 1.6

Current(A) DC+ 50~100 50~220 80~350 170~550

Conformance
AWS A5.28 ER90S-G

Conformance
AWS A5.28 ER100S-G

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

660 545 25 103, 111, 121 -20

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

660 545 25 103, 111, 121 -20

Typical Application
• Suitable for welding 620MPa high strength steel structures, such as 
construction machinery, pipelines, ships, pressure vessels, etc.

Typical Application
• Suitable for welding 690MPa high strength steel structures, such as 
construction machinery, hoisting machinery, bridges, pipelines, shipbuilding, 
pressure  vessels, etc
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 Carbon Steel Solid Welding Wire

ER110S-G

C Mn Si S P Ni Mo Cr Cu Ti

≤0.10 1.40~1.85 0.40~1.00 ≤0.025 ≤0.025 1.20~2.40 0.20~0.60 0.25~0.60 ≤0.50 ≤0.16

Shielding Gas Ar+20%CO2

Gas Flow Rate (L/min) 15 15~20 15~25 20~25

Diameter (mm) 0.8 1.0 1.2 1.6

Current(A) DC+ 50~100 50~220 80~350 170~550

Conformance
AWS A5.28 ER110S-G

Mechanical Properties

Chemical Composition %

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

840 730 24.5 85, 93, 75 -40

Typical Application
• Suitable for welding 790MPa high strength weathering steel, such as pressure 
vessels, construction machinery, and hosting machinery

9



Stainless Steel  Welding Wire

ER308L

ER316L

C Mn Si Cr Ni Mo P S Cu

0.023 1.63 0.40 20.12 10.35 0.37 0.013 0.009 0.16

C Mn Si Cr Ni Mo P S Cu

0.023 1.90 0.42 19.12 12.59 2.59 0.009 0.008 0.28

Shielding Gas Ar+20%CO2

Gas Flow Rate (L/min) 20~25 20~25 20~25

Diameter (mm) 0.8 1.0 1.2

Current(A) DC+ 70~150 100~200 140~220

Shielding Gas Ar+20%CO2

Gas Flow Rate (L/min) 20~25 20~25 20~25

Diameter (mm) 0.8 1.0 1.2

Current(A) DC+ 70~150 100~200 140~220

Conformance
AWS A5.9 ER308L

Conformance
AWS A5.9 ER316L

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

840 730 24.5 85, 93, 75 -40

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

840 730 24.5 85, 93, 75 -40

Typical Application
• Used in petrochemical, pressure vessel, food processing machinery, medical 
equipment, chemical fertilizer 

Typical Application
• Applied in petrochemical, chemical fertilizer equipment such as SUS316L and other 
materials of welding
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Welding
Electrode

Carbon Steel Welding Electrode

E6013 12

E7018 12

E7015 13

E7016 13

Stainless Steel Welding Electrode
E308-16 14

E309-16 14



Carbon Steel Welding Electrode

E6013

E7018

C Mn Si S P Ni Mo Cr V

0.079 0.38 0.21 0.018 0.024 0.020 0.005 0.032 0.010

C Mn Si S P Cr Ni Mo V

0.07 1.05 0.46 0.015 0.011 0.01 0.02 0.031 0.017

Diameter (mm) 2.0 2.5 3.2 4.0 5.0

Type of Current AC/DC+

Current(A) 40~70 60~100 80~140 140~220 180~230

Diameter (mm) 2.0 2.5 3.2 4.0 5.0

Type of Current AC/DC+

Current(A) 40~70 50~90 80~140 110~210 160~230

Conformance
AWS A5.1 E6013

Conformance
AWS A5.1 E7018

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

485 380 28.5 86 0

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

550 450 28 145, 149, 150 -30

Typical Application
• Suitable for welding structures made of low carbon steel, such as small size steel
plates

Typical Application
• Applied in low alloy steel and carbon steel welding structure
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Carbon Steel Welding Electrode

E7015

E7016

C Mn Si S P Ni Mo Cr V

0.087 1.12 0.58 0.012 0.021 0.011 0.007 0.028 0.016

C Mn Si S P Cr Ni Mo V

0.069 1.11 0.53 0.009 0.020 0.037 0.013 0.002 0.010

Diameter (mm) 2.0 2.5 3.2 4.0 5.0

Type of Current DC+

Current(A) 50~80 60~100 80~140 110~220 160~230

Diameter (mm) 2.0 2.5 3.2 4.0 5.0

Type of Current AC/DC+

Current(A) 40~70 50~90 80~140 110~210 160~230

Conformance
AWS A5.1 E7015

Conformance
AWS A5.1 E7016

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

550 440 30 140 -30

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

550 450 31 170 -30

Typical Application
• Applied in welding medium-carbon steel and low-alloy structures
• Used in shipbuilding such as A, B, D, E. It is also used in thick steel plates and the 
carbon steel structures

Typical Application
• Mainly for welding carbon steel or  low alloy steel
• Welding ships which used A, B, C,D E grade steel, and the important frame for the 
relative strenght grade vehicles, construction and bridges.
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Stainless Steel Welding Electrode

E308-16

E309-16

C Mn Si S P Cr Ni Mo Cu

0.038 1.35 0.68 0.008 0.022 19.75 9.60 0.064 0.010

C Mn Si S P Cr Ni Mo Cu

0.055 1.45 0.70 0.009 0.021 24.25 12.75 0.035 0.10

Diameter (mm) 2.0 2.5 3.2 4.0 5.0

Type of Current DC+

Current(A) 40~80 50~100 70~130 100~160 140~200

Diameter (mm) 2.0 2.5 3.2 4.0 5.0

Type of Current DC+

Current(A) 40~80 50~100 70~130 100~160 140~200

Conformance
AWS A5.4 E308-16

Conformance
AWS A5.4 E309-16

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Elongation
(%)

590 45

Tensile Strength
(MPa)

Elongation
(%)

595 40

Typical Application
• Suitable for welding the corrosion resistant stainless steel structure

Typical Application
• Used in similar type stainless steel, dissimilar stainless steel and high chromium 
steel and high manganese steel.
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Flux-cored
Welding Wire

Flux-cored Welding Wire

E71T-1C 16

E71T-GS 16

E71T-C1A4-Ni1 17

E308LT1-1 17

E309LT1-1 18



Flux-Cored Welding Wire

E71T-1C

E71T-GS

C Mn Si S P

0.05 1.36 0.41 0.008 0.012

C Mn Si S P Al

0.22 0.62 0.23 0.007 0.008 1.42

Shielding Gas CO2

Gas Flow Rate (L/min) 20~25

Diameter (mm) 1.0 1.2 1.4 1.6

Current(A) DC+ 120~250 120~300 150~400 180~450

Diameter (mm) 0.8 0.9 1.0

Current(A) DC+ 60~130 60~150 60~150

Voltage(V) 14~21 15~22 15~22

Conformance
AWS A5.20 E71T-1C

Conformance
AWS A5.20 E71T-GS

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

560 480 29 77, 95, 83 -20

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

620 450 23

Typical Application
• Used for welding some key structures like shipbuilding, mechanical manufacture, 
petroleum machinery, chemical machinery, hoisting machinery etc

Typical Application
• Used for many kinds of carbon steel base material (Mainly thin plate and galvanized 
plate),Full position semi-automatic welding, suitable for family type operation.
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Flux-Cored Welding Wire

E71T-C1A4-Ni1

E308LT1-1

C Mn Si S P Ni Cr Mo V

0.04 1.28 0.38 0.006 0.011 0.90 ≤0.15 ≤0.35 ≤0.05

C Mn Si P S Ni Cr Mo Cu

0.022 1.74 0.60 0.016 0.003 10.35 18.77 0.034 0.08

Shielding Gas CO2

Gas Flow Rate (L/min) 20~25

Diameter (mm) 1.2 1.4 1.6

Current(A) DC+ 120~300 150~400 180~450

Shielding Gas CO2

Gas Flow Rate (L/min) 20~25

Diameter (mm) 1.2 1.6

Current(A) DC+ 160~240 180~270

Conformance
AWS A5.20 E71T-1C

Conformance
AWS A5.22 E308LT1-1

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

570 510 27 135/120 -30/-40

Tensile Strength
(MPa)

Elongation
(%)

550 43.5

Typical Application
• Used for welding some key structures like shipbuilding, mechanical manufacture, 
pressure vessels, boilers, petroleum machinery, chemical machinery, hoisting 
machinery etc.

Typical Application
• Applied in welding corrosion-resistant 06Cr19Ni10, 07Cr19Ni11Ti stainless steel 
structures and the working temperature should be below 300℃ . It used for welding 
301,302,304,301L, 308,308L and other stainless steel materials.
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Flux-Cored Welding Wire

E309LT1-1

C Mn Si S P Ni Cr Mo Cu

0.021 1.68 0.58 0.003 0.018 12.39 23.82 0.08 0.07

Shielding Gas CO2

Gas Flow Rate (L/min) 20~25

Diameter (mm) 1.2 1.6

Current(A) DC+ 160~240 180~270

Conformance
AWS A5.22 E309LT1-1

Mechanical Properties

Chemical Composition %

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

545 480 29 77, 95, 83 -20

Typical Application
• Used for welding some key structures like shipbuilding, mechanical manufacture, 
petroleum machinery, chemical machinery, hoisting machinery etc
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TIG
Welding Wire

TIG Welding Wire
ER70S-3 19

ER70S-6 19



TIG Welding Wire

ER70S-3

ER70S-6

C Mn Si S P Ni Cr Mo V Cu

0.008 1.31 0.58 0.008 0.012 0.018 0.020 0.020 0.011 0.11

C Mn Si P S Ni Cr Mo Cu V

0.08 1.49 0.84 0.018 0.84 0.019 0.032 0.004 0.08 0.007

Shielding Gas Ar

Gas Flow Rate (L/min) 7~12 12~15

Current(A) 100~200 200~300

Shielding Gas Ar

Gas Flow Rate (L/min) 9~14 14~18

Current(A) 100~200 200~300

Conformance
AWS A5.18 ER70S-3

Conformance
AWS A5.18 ER70S-6

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

550 450 26 116, 108, 110 -20

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

550 450 29 160 -30

Typical Application
• Used for general steel fabrication: automotive structures, small trailers, roof joist, 
railcar repair, exercise equipment, furniture and other types of mild steels. 

Typical Application
• Used for all-position manual tungsten argon arc backing weld and arc welding on 
pipelines, and both can produce satisfactory welded joints. It can be used for welding 
carbon steel and some low-alloy steel.
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Submerged Arc 
Welding Wire

 

Submerged Arc Welding Wire

EL8 22

EM12 22

EH14 23

EM12K 23

EM13K 24



Submerged Arc Welding Wire

EL8

EM12

C Mn Si S P Ni Cr Cu

0.060 0.45 0.012 0.014 0.020 0.022 0.017 0.113

C Mn Si P S Ni Cr Cu

0.066 0.96 0.038 0.010 0.007 0.011 0.027 0.110

Flux SJ301

Diameter(mm) 2.5 3.2 4.0 5.0

Flux SJ101

Diameter(mm) 2.5 3.2 4.0 5.0

Conformance
AWS A5.17 EL8

Conformance
AWS A5.17 EM12

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

550 450 26 116, 108, 110 -20

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

415~550 ≥330 ≥22 ≥27 -20

Typical Application
• Using with sintered flux SJ301 and 501
• Applied both for high speed welding steel plate of tensile strength 420MPa and 
filling welding

Typical Application
• Using with sintered flux SJ101
• Applied both for high speed welding steel plate of tensile strength 420MPa and 
filling welding
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Submerged Arc Welding Wire

EH14

EM12K

C Mn Si S P Ni Cr Cu

0.066 1.62 0.011 0.011 0.011 0.007 0.013 0.12

C Mn Si P S Ni Cr Cu

0.066 0.96 0.038 0.010 0.007 0.011 0.027 0.110

Flux SJ301

Diameter(mm) 2.5 3.2 4.0 5.0

Flux SJ101

Diameter(mm) 2.5 3.2 4.0 5.0

Conformance
AWS A5.17 EH14

Conformance
AWS EM12K

Mechanical Properties

Mechanical Properties

Chemical Composition %

Chemical Composition %

Reference

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

490~650 ≥400 ≥22 ≥27 -20/-40

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

415~550 ≥330 ≥22 ≥27 -40

Typical Application
• Using with sintered flux SJ101
• Applied both for high speed welding steel plate of tensile strength 490MPa and 
filling welding

Typical Application
• Using with sintered flux SJ101
• Applied both for high speed welding steel plate of tensile strength 420MPa and 
filling welding
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Submerged Arc Welding Wire

EM13K

C Mn Si S P Ni Cr Cu

0.089 0.98 0.67 0.023 0.032 0.034 0.015 0.110

Flux SJ101

Diameter(mm) 2.5 3.2 4.0 5.0

Conformance
AWS EM13K

Mechanical Properties

Chemical Composition %

Reference

Tensile Strength
(MPa)

Yield Strength
(MPa)

Elongation
(%)

Impact Energy
(J)

Impact Temperature
(℃ )

490~670 ≥390 ≥18 ≥27 -20

Typical Application
• Using with sintered flux SJ101
•  Applied both for high-speed welding steel plate of tensile strength 420MPa and 
filling welding.
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Package &
Quality Approval

Package & Quality Approval
Package 26~27

Quality Approval 28~29



Package Reference

Spool BS300 (GMAW)
Specification EN ISO544
Designation BS300

Material Steel wire
Wire weight 15kg

Outer material Corrugated cardboard

Spool D300 (GMAW)
Specification EN ISO544
Designation D300

Material Plastic
Wire weight 15kg

Outer material Corrugated cardboard

Spool D100 (GMAW)
Specification EN ISO544
Designation D100

Material Plastic
Wire weight 1kg

Outer material Corrugated cardboard

Spool D270 (GMAW)
Specification EN ISO544
Designation D270

Material Plastic
Wire weight 15kg

Outer material Corrugated cardboard

Spool D200 (GMAW)
Specification EN ISO544
Designation D200

Material Plastic
Wire weight 5kg

Outer material Corrugated cardboard

Coil wire (SAW)
Specification EN ISO544
Wire weight 25/50/100/250/350kg

Outer material Corrugated cardboard (25kg only)
PP strip covered 

(50/100/250/250/350kg)
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Package Reference

Wire weight 150kg
Outer drum dia. 501mm

Outer drum height 500mm
Inner durm dia. 300mm

Inner drum height 470mm

Wire weight 350kg
Outer drum dia. 760mm

Outer drum height 650mm
Inner durm dia. 435mm

Inner drum height 675mm

Wire weight 250kg
Outer drum dia. 501mm

Outer drum height 800mm
Inner durm dia. 755mm

Inner drum height 300mm
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Quality Control Approval

In order to satisfy our golobal clietns' requirements, Longteng has set up a strict 
quality control system.

Our products have been sold to many places around world and can ensure 
fantastic quality and impressive aftersale service.

 
 
 
 
 

1) Erläuterungen zu den mitgeltenden Werkstoffen sind der VA 918 490, Anhang 3 zu entnehmen. 

2) Grundlage für die Zertifizierung ist die VA 918 490, auf Basis der DIN EN 14532-1-3 

DB Systemtechnik 
Zertifizierungsstelle für Schweißzusätze 

14774 Brandenburg-Kirchmöser 
 

   
 

Zulassungszertifikat 
für  

Schweißzusätze und Schweißhilfsstoffe 
 
 
Hersteller:   Changshu Longteng Welding Materials Technology Co., Ltd. 
                     No. 18, Zhoushi Road, Tonggang Industrial Park, Meili Town 
                     Changshu City, Jiangsu Province, 215500, P. R. China 
         
 

Schweißzusatz: SG-Drahtelektrode DB-Zulassungs-Nr.: 42.293.01 

Markenbezeichnung: LT.ER50-6(ER70S-6) Geltungsdauer: 28.02.2026 

Normbezeichnung: DIN EN ISO 14341-A-G 42 3 C1 3Si1 / G 42 4 M21 3Si1     

Geltungsbereich aufgrund der nach VA 918 490 durchgeführten Eignungsprüfung: 

Werkstoffgruppe nach 
CEN ISO/TR 15608 1): 

Mit den Prozessgasen nach DIN EN ISO 14175 - C1, M2, M3:  

1.2 (ReH ≤ 420 MPa) 

Schweißprozess nach DIN EN ISO 4063: 135  

Schweißpositionen nach DIN EN ISO 6947: PA, PB, PC, PE, PF 

Stromart und Polung: = (+) 

Durchmesserbereich: 0,8 - 1,6 mm 

Bemerkungen/Schweißbedingungen:       ./.  

 

 

 

 

 

 

 

Kirchmöser, den 06.05.2024                                             

CERTIFICATE OF APPROVAL OF WELDING CONSUMABLE FOR 
SHIP CONSTRUCTION

Page 1 of 1  
Certificate No: 

Issue Date: 

Expiry Date: 30/03/2024

31/03/2023

LR23138929WC

71 Fenchurch Street, London, EC3M 4BS, United 
Kingdom

MA60 2.0

Lloyd's Register Group Limited, its affiliates and subsidiaries and their respective officers, employees or agents are, individually and collectively, 
referred to in this clause as 'Lloyd's Register'. Lloyd's Register assumes no responsibility and shall not be liable to any person for any loss, damage or 
expense caused by reliance on the information or advice in this document or howsoever provided, unless that person has signed a contract with the 
relevant Lloyd's Register entity for the provision of this information or advice and in that case any responsibility or liability is exclusively on the terms 
and conditions set out in that contract.

Jaspal Nirankari

Principal Specialist to Lloyd's Register EMEA 
A member of the Lloyd's Register group

This certificate is issued to the company named below. The welding consumable or combination described has 
been tested in accordance with the requirements of Lloyd's Register for use in ship construction. This approval is 
subject to annual tests being carried out in accordance with the requirements of Lloyd's Register. The continued 
validity of this approval will be confirmed by appropriately dated Annual Reapproval Certificates issued to the 
company.

Company Changshu Longteng Welding Materials 
Technology Co.,Ltd

Address No.18 Zhoushi Road, Tonggang Industrial Park, Meili Town, Changshu 
City, Jiangsu Province, 215500, China

Type of welding consumable Section 5 - Solid Wire/Gas Shield

Trade name LT.ER50-6/CO2   

Welding Process Gas Metal Arc Welding

Grade & Technique 3YS

Welding Positions Downhand, horizontal-vertical, vertical upward and overhead only.

Weld Type Butt and Fillet Welding.

Diameter (mm) 0.8 - 1.6

Current DC(+)

Remarks Approved also for automatic multirun welding in the downhand position 
only. 
Approved low hydrogen consumable, conforming to standard H15. 

 

     (S. Loibl) 
          Certification Body  
         Material and Welding Technology 
 

 
 

Certificate of conformity of the factory production control 
 

0036 - CPR - S 149.2022.001 
 

In compliance with Regulation 305/2011/EU of the European Parliament and of the Council of 
March 09th, 2011 (Construction Products Regulation - CPR), this certificate applies to the 
construction product 

 
filler metals acc. to EN ISO 14171, EN ISO 14341, EN ISO 17632, EN ISO 2560 

 
produced by or for 
 

Changshu Longteng Welding Materials Technology Co., Ltd. 
No. 18, Zhoushi Road, Tonggang Industrial Park, Meili Town 

Changshu City, Jiangsu Province, 215500, P. R. China 
 
This certificate attests that all provisions concerning the assessment and verification of 
constancy of performance described in annex ZA of the harmonised standard 

 
EN 13479:2017 

 
under system 2+ are applied and 

 
the factory production control fulfils all the prescribed requirements set out above. 

 
This certificate was first issued on 2022-09-14 and will remain valid as long as the test methods 
and/or factory production control requirements included in the harmonised standard, used to 
assess the performance of the declared characteristics, do not change, and the product, and 
the manufacturing conditions in the plant are not modified significantly and latest on  
2025-09-13. 
 
Further information about the product parameters and description of the products are included 
in the annex 1 to this certificate. 

 
In order to adhere the validity an annual surveillance audit is required. 

 
Munich, 2022-09-14 

 
 

EQ3241957 TÜV SÜD Industrie Service GmbH, Westendstr. 199, 80686 Munich, Germany

Notified Body, No. 0036

TÜV-Verband-Kennblatt für Schweißzusätze
gemäß TÜV-Verband-Merkblatt 1153 und DIN EN 14532

*) Angaben des Herstellers

1 Hersteller/Lieferer:
C h a n g s h u  L o n g t e n g  W e l d i n g  M a t e r i a l s  T e c h n o l o g y  C o . ,  L t d .
m i t  H e r s t e l l e r w e r k e n  g e m ä ß  T Ü V - V e r b a n d  L i s t e  1 0 0 0

2 Nummer:
2 0 0 1 4 . 0 0
1 8 . 0 1 . 2 0 2 3

3 Schweißzusatz*: D r a h t e l e k t r o d e
4 Marke*: L T . E R 5 0 - 6 ( E R 7 0 S - 6 )
7 Typ*: E N  I S O  1 4 3 4 1 - A  –  G  3 8  3  C 1  /  4  M 2 1  3 S i 1
11 Durchmesserbereich: 0 , 8  -  1 , 6  m m
12 Hilfsstoffe: E N  1 4 1 7 5  –  M 2 ;  M 3 ;  C
13 Die Gültigkeit wird durch Erscheinen des Kennblattes im Schweißzusatzwerkstoffportal bescheinigt.
15 Wärmebehandlung (Wb) nach dem Schweißen und Werkstoffe
Pos Wb Gruppe / Werkstoff 1 Text Gruppe / Werkstoff 2 Bem.

U G r u p p e  1 . 1 ;  1 . 2                                                      

16 Die Werkstoffeinteilung entspricht ISO 15608:2000
21 Wurzelschweißbarkeit: n a c h g e w i e s e n
23 Wanddicke: < =  4 0  m m
24 Stromart und Polung: G +
25 Schweißposition nach DIN EN ISO 6947:1997-05: P A ,  P B ,  P C ,  P E ,  P F
26 Höchste Betriebstemperatur im Kurzzeitbereich wie Grundwerkstoff, jedoch max.: + 3 5 0  ° C
27 Höchste Betriebstemperatur im Langzeitbereich max.: -  ° C
28 Tiefste Betriebstemperatur wie Grundwerkstoff, jedoch nicht tiefer als: - 3 0  1 )  ° C
29 Berechnungskennwert: w i e  G r u n d w e r k s t o f f
30 Bei Einsatz im Langzeitbereich: N o n e
31 Korrosionsbeständigkeit nachgewiesen nach:
3 2  B e m e r k u n g e n :
1 ) X f ü r X S c h u t z g a s X M 2 1 X w u r d e n X K e r b s c h l a g b i e g e w e r t e X b i s X - 4 0 X ° C X e r f o l g r e i c h
n a c h g e w i e s e n X / X f o r X s h i e l d i n g X g a s X M 2 1 X c h a r p y X i m p a c t X t e s t s X d o w n X t o X - 4 0 X ° C X w e r e
s u c e s s f u l l y X t e s t e d

33 Die Eignungsprüfung des Schweißzusatzes erfolgte auf der Grundlage des TÜV-Verband-Merkblattes 1153 und der DIN EN
14532. Soweit in Rubrik 32 – Bemerkungen – keine abweichenden Prüfgrundlagen genannt sind, ist dieser Schweißzusatz unter
Beachtung des Anhangs I Abschnitt 4 der Richtlinie 2014/68/EU für den Einsatz nach Druckgeräterichtlinie geeignet.
34 Erläuterungen A - angelassen

L - lösungsgeglüht u. abgeschreckt
N - normalgeglüht

S - spannungsarm geglüht
St - stabilgeglüht
U - ungeglüht
V- vergütet

W - weichgeglüht G+ - Gleichstrom Pluspol
G- - Gleichstrom Minuspol
W - Wechselstrom

35 Erstellt durch: T Ü V  S Ü D  I n d u s t r i e  S e r v i c e  G m b H ,  M ü n c h e n
Die Vervielfältigung, die Verbreitung, der Nachdruck und die Gesamtwiedergabe auf fotomechanischem oder ähnlichem Wege bleiben, auch bei auszugsweiser Verwertung, der vorherigen
Zustimmung des Herausgebers vorbehalten. Herausgeber: TÜV-Verband e. V. Vertrieb: TÜV-Media GmbH, Am Grauen Stein, 51105 Köln - Unternehmensgruppe TÜV Rheinland Group
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Quality Control Approval
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LONGTENG SPECIAL STEEL, CREATE SPLENDOR

Add: No. 118 Hualian Road, TongGang Industrial Park, Meili, Changshu, Jiangsu, China
Tel: 86-0512-52061935

E-mail: Steven_lu@lttg.cn
PC: 215500

http://www.lttg.cn


