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Introduction of Wind Tower
Wind tower production is typically a welding intensive industry. KISWEL has been supplying its quality SAW, 

FCW, GMAW welding consumables to the world’s wind tower manufacturers. With its increasing demand 

for wind energy, wind towers will be growing in size and placed in various locations-offshore, mountainous 

regions and in extreme weather conditions. These trends require specific welding solutions for wind tower 

manufacturers to attain higher productivity and weld quality.

KISWEL will provide optimum welding consumable solutions for the most demanding wind tower production 

of today and tomorrow.

Configuration of wind tower

Manufacturing process of Wind Tower

Wall Thickness 
(mm)

Groove type / 
Angle(°)

Root Gap(mm) / 
Root Face(mm)

8-15 Square 0-2 / -

15-18 Double V / Min. 68 0-2 / 6±1

18-44 Double V / Min. 68 0-2 / 6±1

44-60 Double V / 60 0-2 / 6±1

Tack
Welding

Wall Thickness 
(mm) Single or Multi pass

8-18 Single pass

18-60 Multi pass

* 8 - 15mm (Square groove)

Section 
Thick

Section 
Thick

Section 
Thick

Root gap

Root gap

Root gap

Root Face

2t/3

t/2

t/2

t/3

* 15 - 44mm (Double V groove)

* ≤44mm (Double V groove)

RollingCutting Longitudinal
Seams

Door frameCircumferential
seams

Flanges Blasting
＆Painting

Root Face
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Related Key Products

EF-200LT is an Agglomerated calcium-silicate type 

SAW Flux. It is particularly suited for application in 

combination with wire electrodes KD-50. 

This product designed as Single & Multi-layer 

welding of 400~490N/mm2 high tensile steel for low 

temperature service used in Wind Tower, offshore 

structures, steel pipes, low temperature service 

equipment and other structure in cold region.

This product have low temperature impact 

toughness properties. The flux exhibits a low 

hydrogen content in the as manufactured condition 

and gives a high resistance to moisture pick up 

during exposure under workshop conditions. The 

flux promotes a very stable arc characteristic during 

use with excellent slag detachment.

＊Test Information 
   ▶ Test Method : Reference to AWS A4.3 
   ▶ Test Equipment : G.C (Gas Chormatograph)

Brief Product Introduction

Bead appearance

Characteristic of product

Hardness of Weld metal

Hydrogen contents of Weld metal

Micro structure of Weld metal

Mechanical properties of All Weld metal

Typical chemical Composition of Wire (%)

Typical chemical Composition of W.M (%)

Bead on plate (550A-30V-45CPM)

EF-200LT+KD-50
AWS A5.17 F7A(P)8-EH14

Y.S
(Mpa)

T.S
(Mpa) El.(%) IV(J) 

at. -62℃

AWS Spec. ≥400 480
~660 ≥22 ≥27

EF-200LT+KD-50 546 585 29 100

C Si Mn P S Cu

AWS Spec 
EH14

0.10
~0.20

Max. 
0.10

1.70
~2.20

Max. 
0.030

Max. 
0.030

Max. 
0.35

Wire 0.12 0.03 1.85 0.010 0.007 0.14

C Si Mn P S Cu

Weld 
Metal 0.08 0.17 1.55 0.016 0.011 0.12
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Diffusible Hydrogen Content (㎖) /
100g Weld Metal

1 2 3 4 Avg.
Result 3.62 3.18 3.62 3.96 3.59

Two-run welding




