HZ-1 WELD STUDS
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Dimension TR ERE B 432 o 32 FE 452 B i
R~ DIN EN ISO 10888 & 3 B 3R A 12 2 B 8]/ ms
M8 X5CrNil8-10 (A2-50) 550 100
M10 X5CrNil8-10 (A2-50) 720 180
X5CrNil8-10 (A2-50) 940 200

Breaking force corresponds to tensile strength of the HZ-1 weld stud”

IR E: PA. PC. PE| RIS 82%Ar+18%CO,
Welding position: PA, PC, PE | Process gas: 82%Ar+18%CO,

1) BTERYBEBRIDEE FRBEEEEIMNTE. HZ-1 SOYER 5TH9HHI3RE Rm =20% >500 N/mm* (A2-50)
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1) Stud always breaks above the stud flange or welding zone. Tensile strength of HZ-1 SOYER welding studs Rm = 20%> 500 N/mm’ (A2-50)
2) Minimum measured breaking force
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EHAE: >60°NIXHK RN e X RENAFHRR TURLA NI, SRATHTS
TEST Bending angle: Good penetration form with a thin Tensile test. Weld stud fracture.
>60° Test regarded as successful. melting zone.
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The results correspond to a “Qualified Production Control Test as per DIN EN ISO 14555 carried out by the GSI mbH NL SLV Munich and
are based on production tests with M8, M10 and M 12 weld studs made of X5CrNi18-10 using an expanded scope of testing (visual inspection,

bend test, tensile test and assessment of the fusion zone's polished section).
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Zhuhai Funisi Welding Technology Co., Ltd.
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