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03Connecting the world

Related Key Products

*Note. ★★★ : Best / ★★ : Better / ★ : Good

High current GMAW welding process provides high efficiency

Ultra low spatter in high current welding

Spray arc provides low spatter, even at high current 

High efficiency welding MCW - KX-706M
(AWS A5.18 E70C-6M)

 
Product
Name

Welding
Condition

Test
No.

Avg.
(g/min)

Deposition
Efficiency

(g/min)

KX-706M 350A
32V

1-1
1-2
1-3

107.4
106.2
106.8

106.8

350A
32V

1-4
1-5
1-6

96.0
96.6
97.8

96.8Solid
Wire

 
Product
Name

Welding
Condition

Test
No.

Avg.
(g/min)

Deposition
Efficiency

(g/min)

KX-706M 520A
43V

1-1
1-2
1-3

218.0
214.0
216.0

216.0

520A
43V

1-4
1-5
1-6

193.0
194.0
196.0

194.3Solid
Wire

Solid Wire

Bead

Spatter

KX-706M

Solid wire 650A

Unstable rotating arc!!

KX-706M 650A

Stable spray arc!!

Requirements for the welding
of Construction Machinery & Steel Structure

Main Application 

(1) The complex shapes of the workpieces require groove welding and Multi-layer welding.

(2) Flat welding is often used to obtain high welding efficiency, better  penetration and smoother bead 

     appearance. Therefore the workpiece must be fixed on a positioner to place it at the most suitable 

     position for flat welding.

(3) Large workpieces require many hours of production to complete, and welding accounts for significant 

     amounts of the production time. To reduce time spent  on welding, Processes offering high deposition rate.

(1) Designed for robotic welding under severe conditions with high voltage 

(2) Guaranteed productivity with the best feeding system in the world 

(3) Wide range of wires in accordance with the recent trend of high tensile strength steel

Construction Machinery

Steel Structure Fabrication

Requirements for the welding consumable
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Related Key Products

Comparison of weld bead(3F, V-up)

Typical information of KX-706T

All positional MCW- KX-706T 
(AWS A5.18 E70C-6M)

KX-706M can’t weld at vertical-up position only using flat and horizontal position

Typical chemical composition of weld metal(wt, %)

Typical mechenical properties of all weld metal

To overcome disadvantage, developed all positional MCW

Welding parametar : 300A, 32V

  

Product

KX-706T
- Flux composition control
- Droplet size control

Concept Target

≤

- All position weld
- Impact value at -30 C     27J guarantee

  

Section

KX-706T

Si Mn P S NiC

0.39 1.54 0.01 0.01 0.010.05

  

Welding Prameter

160~180A
22~23V

Conventional wire KX-706T

Conventional wire
     Very convex bead
     Big size of droplet

KX-706T
     Flat bead
     Small size of droplet

Remark

1
2

1
2

Ar+20%CO2

400≤ ≤ ≤ ≤480 22 27

  
Section

459 587 28.8 90

at

AWS A5.18

T.S.
(MPa)

E.I.
(%) Shielding Gas

Y.S.
(MPa)

I.V(J)
-30 C

KX-706T
(   1.2mm)

Advantage of multi-pass welding Tensile test result

Typical information of KX-706M

Bending test result

Layer Welding
Parameter

260A
30V

450A
37V

1

2~6

Weaving, without slag
removal

Specimen
No,

T/S
(MPa)

Y/S
(MPa)

Fracture
position

Ramarks

1 543

551

547

373 Base metal
NDT test result : No defect

Fracture position : base metalBase metal

Base metal

385

375

2

3

(Ar+20%CO2  gas)

Specimen before the tset Specimen after the tset

 

Face

Root Backing
Root gap=5mm

ss40025mm

50

6
5
4
3
2
1

Root bendingFace bending

Typical chemical composition of weld metal(wt, %)

Typical chemical composition of weld metal

  
  

AWS A5.18
E70C-6M

C

0.037 0.75 1.52 0.010 0.012

Si Mn P

KX-706M

S

≤0.12 ≤0.90 ≤1.75 ≤0.03 ≤0.03

  
  

Y.S(MPa)

533 607 29 62

T.S(MPa)

490~670

El.(%)

Result

Shielding gas

Ar+20%CO2

≤ ≤ ≤390 22 27

I.V(J) at -30 C

NO Crack!

AWS A5.18
E70C-6M

NO Crack!
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