
Description and Application

Approvals

Recommended Parameter Range, for flat position

Welding Positions

Typical Chemical Analysis (wt. %)

Typical Mechanical Properties
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* �The information contained or otherwise referenced herein is presented only as “typical” without 

guaranty or warranty. Typical data is obtained when welded and tested in accordance with EN  
or AWS standards. This data is intended to help the user choose the correct product. However,  
we do not assume any liability for correctness and information is subject to change without notice.

LR  DNV BV ABS R.M.R.S Others
- - - - - CE

Re(MPa) Rm(MPa) A5(%) CV(J)-40ºC
601 660 24 82

 Guaranty min.550 640~820 min.18 min.47

C Si Mn P S Ni Cr Mo
0.05 0.35 1.17 0.010 0.009 1.69 - 0.11

DW-A65L is a rutile flux cored wire specially formulated to meet the rigorous demands for 640 MPa tensile strength class low 
temperature service steels, as found in the offshore shipbuilding and chemical industries. 
This wire is applied to the welding of medium to heavy section butt or fillet weld joints.

DW-A65L continues to find new applications due to the increasing use of 550 MPa yield 
strength low temperature service steels.

DW-A65L
80%Ar - 20%CO2

EN ISO 18276-A-T 55 4 ZMn1,5Ni P M21 2 H5
AWS A5.29 E91T1-K2M-J
EN ISO 9606-1: FM2
EN ISO 4063: 136

Example of Diffusible hydrogen content:  4.2 [ml/100g]
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Note: The above parameter ranges are intended for Ar+CO2. More voltage is necessary for 100 % CO2.  
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1.2 mmØ: 20mm

Wire stick-out


