Replaces 2208

AWS A5.5 E8016-C3
EN ISO 2560-A-E 46 4 INiB 12 H5

HOBART PipeMark 816

Characteristics and Applications:

Hobart PipeMark 816 is an electrode for melt-through root-pass welding, or one-sided root pass welding
with penetration beads. With Hobart PipeMark 816, your welding will be easier and faster. You will have

confidence in the quality of your welds in any kind of pipe welding of high tensile strength steel such as
S355ML.

Notes on Usage:

1. Clean up the contaminations on the base metal to avoid porosity and crack.
2. Dry the electrodes at 300-350°C for 60 minutes, and keep at 100-150°C before using.

Typical Chemical Composition of Weld Metal (wt%)

C Mn Si P S Ni Mo Cr Vv Nb Cu
aws | =012 9401 —0g0| <0.03|=0.03| 8% | <035| <015|=<005| - | -
— 125 |~ — — 110 | T - -

EN ISO -- =14 -- -- - 10.6-1.2| 0.2 | =0.2 | =0.05|=0.05| =0.3
Typical value | 0.06 | 0.82 | 0.46 | 0.022 | 0.007 | 0.88 | 0.002 | 0.01 | 0.009 | 0.004 | 0.006
Typical Mechanical Properties of Weld Metal

_ ) _ Charpy V-Notch
Yield strength Tensile strength Elongation J (ft-1bf)
. . .
MPa(ksi) MPa(ksi) % -40°C (-40°F)
AWS 470(68)-550(80) =550(80) =24 =27(20)
EN ISO =460(67) 530(77)-680(99) =20 =47(35)
Typical value 530(77) 617(89) 28 68(50)

Welding Position:

aalo k-
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Sizes and Recommended Current Range ( DC<£>):

Diameter (mm) 3.2
Length (mm) 350
Amps 80-120

* The information contained or otherwise referenced herein is presented only as "typical” without guarantee or warranty, and
Hobart Brother Company expressly disclaims any liability incurred from any reliance thereon. Typical data is obtained when
welded and tested in accordance with AWS specification. Other tests and procedures may produce different results.

No data is to be construed as recommendation for any welding condition or technique not controlled by Hobart Brother Company.
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