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Developments of MAG Welding Wires for Surface-treated Steels
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Table. 1. Chemical compositions of welding wires and deposited metals”

C Si Mn p S 0
Welding Wire A 0.03 0.87 1.42 0.013 0.019 0.005
wires Wire B 0.05 0.51 1.01 0.017 0.018 0.010
Deposited Wire A 0.07 0.51 1.03 0.019 0.017 0.031
Metals Wire B 0.07 0.28 0.7 0.021 0.016 0.047
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