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KIMTIN

ABOUT OUR COMPANY

Formerly a company specializing in the trading and distribu-
tion of metal products and welding consumables, with
long-term vision, the company's board of directors decided to
build a factory to manufacture welding electrodes and welding
wires with Kim Tin brand.

Over 23 years of establishment and development, Kim Tin has
become a leader in welding consumables manufacturing and
trading in Vietnam. Besides, Kim Tin also expands business
lines, diversifying product baskets such as: metal materials,
machinery and equipment, spider glue, TikTak spray paint,
flooring, MDF board...

With the business philosophy "Our promise, our commitment
is gold”, Kim Tin pays special attention to the product quality.
Therefore, the R&D team is constantly researching and
improving product quality to bring more good experiences to
customers. All products produced by Kim Tin meet interna-
tional standards and are safe for the environment and
consumer health.

OBJECTIVES AND STRATEGY

e To become the No. T company in manufacturing, trading, and
supplying welding consumables in Vietham;

e Toincrease Kim Tin's market share in each industry by more than 35%;

e To move toward environmentally and community-friendly
products, high-quality services to meet customer needs;

e To list member companies in Kim Tin Group on the stock
exchange.

Scan QR-code

with your phone to know
more about us
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2000

29th Jan 2000, Kim Tin
Trading Co., Ltd was

established

KIMTIN

03

2001

e Built our first
welding electrode
factory in Ho Chi
Minh City with a
capacity of 20,000
tons per year

2003

e Established Kim Tin
Da Nang corporation,
marking the first step
in the journey
entering Vietnam
central market

2005 - 2006

® Established Kim Tin Joint
Stock company in Hanoi -
the first step in expanding
business in the North

® Established Kim Tin Hung
Yen Joint Stock company -
the welding consumables
factory in the North




2008

® Tan Tao Warehouse,
with an area of 15,000
m?, is put into operation,
initially forming a
logistic system

Started construction of
an industrial cluster of
welding consumables
factories in Long An
province with a capacity
of 120,000 m?, bringing
the total capacity of the
Long An factory up to
80,000 tons per year

2010 - 2011

Established Kim Tin Quang

e Tri Joint Stock Company
with a design capacity of
48,000 tons per year and an
area of 45,000 m?

® | auched new products: Steel

nail and Drawing steel wire

T I

2015 - 2016

e Established Kim Tin Long An

welding consumables
factory cluster, completed
the production lines of
welding electrodes, welding
wires, welding flux, nails, and
steel tie

Promoted the development
of logistics services,
established a company
called nPL Logistics Joint
Stock Company with more
than 100 container trucks

Expanded Kim Tin Hung Yen
welding consumable factory,
bringing the total capacity of
Hung Yen factory to 68,000
tons/year, with an area of
70,000 m?

2021 - 2022

® Became the first non-state
enterprise in Vietham to
implement a comprehen-
sive management system
(SAP. S4/HANA, S&OP,
MES) with a total invest-
ment of 5 million USD

04 |:|www.kimtingroup.com



Business Philosophy

Our promise, our commitment is gold.

With our visionary approach, Kim Tim has
emerged as the prominent leader in the
supporting industry in Vietnam. As a result,
Kim Tin consistently prioritizes the signifi-
cance of product and service quality as the
guiding star that connects us with our
valued customers and partners.

‘% Conquer customer's trust and satisfaction.

Q> Maintain and promote the pride of Kim Tin Group.

gg Balance the benefit of related parties.

KIMTIN 05




ALITY
RTIFICATIONS

CERTIFICATE Y ABS T

CotfateNe: 452510.5565328.02

Apote: 5565228
Approval of a manufacturer of Welding Consumables pursuant to
VATUV-Merkblatt SchweiRtechnik 1153:2017

G e 01 arch 2023
Approval Testing of Welding Consumables THS 15 TO CERTIEY.

Potck Vung Tau, Vietnam

THAT THE UNDERSIGNED. SURVEYOR TO THIS BUREAU DID AT THE REQUEST OF KM TN HUNG YEn
CORPORATION HOAD D3, SECTION D, PHONOI A IND. ZONE,
DISTRICT,HUNG YEN,VIETNAM ,ONTHE._01ST OAYOF FEBRUARY , 2023 AND ON SUBSEQUENT DATES, INORDER TO

KIM TIN HUNG YEN CORPORATION CARRY OUT A PLANT SURVEY O FACLITES ANO ASSOCIATED QUALTY ASSURMCE AND QUALTY CONTROL
Road D3, Section D, Pho Noi A,
Ind. Zone Lac Hong Ward, Van Lam District,
Hung Yen Province, VIETNAM WGHE TO B PUACED ON THS BREAUS APROVID WELDNG CONSUMANIS LST W THE
GASHETAL A WELDING INCLUDING WG/ WELDNGSECTIN:
have fumished conclusive evidence of the proper application of their in- o6 aot
shop quality assurance procedures to approved welding consumables. =T SERECALE Ol QAL e
A survey covering the manufacturer's quality assurance system has am-70¥ s G el 0 ACDCEP
been conducted by the undersigned Inspector of TUV Rheiniand
Industrie Service GmbH proves that the requirements of the VaTOV-
Merkblatt are satisfied.

T THe N THAT

surLonG cuRmenT/
s poLaBTY._ sze

06-16mm

With this, the requirements for regisiration of your welding consumables
in VAT UV-Kennbiatt 1000 is fulfilied
This certificate is valid till October 31, 2024
The validity of the certificate may be extended by a new renewal of the
approval acc. to VATOV 1153:2017.

Cologne, November s, 2021 S "\ Cerification Bog
Revision 00 : for Wekding Gonsumables

TOV Rheintand Incustrie Servios Gmbtt

A Graven Sten =
BL31105 Kein \ /
0.0 21 8083010 . b
e RO XDipi-ing. A Hiskouka

makonka @ uv-com

/A TOVRheinland®

Precisely Right.

Product Standard Certification % Controlling Certification
1OV to export to Europe market ABS of Product quality (USA)

Date: June 03,2023

Liste der Code-Nummern: Ausgabe: 12.01.2022

cwbcertification

EfectveDate:  May 26,2023

Firma: KIM TIN HUNG YEN CORPORATION
Road D3, Section D, Pho Noi A Industial Zne
Lac Hong Ward, Van Lam District, Hung Yen Province
VIETNAM

[ ]

Company Name Kim Tin Hung Yen Corporation
Electrode Designation: G705

Point of Manufacture: Hung Yen, Vietnam

Standard: CSAWA8-18 (GMAW Carbon Steel)

Classfcation BGAA3ICISH

Gas orFlux: C1(100%CO 3 (and with gases allowed In CSA Was)

Hersteller,
KIN 1IN HUNG YEN CORP. | Viemam ‘

size () Min: 08 Max 16

Expirydate:  May 26,2025

and CWB rules.
CANADIAN WELDING BUREAU

Registrar

TIMTEGM705

describedby ISOTEC
‘quidelinesfor product certiication chemes, <cheme type .

Code Lists 264_12.01.2022

@ e | Certificate of CSA W48-18 standard DB Product quality certification
from The Canadian Welding Bureau in Europe market

06 ;l www.kimtingroup.com



KIMTIN

Test Report No. VNHL2106012595EE Date: June 21, 2021 Page 10f7

This VNHL 2021

information

KIM TIN HUNG YEN CORPORATION/ CONG TY CO PHAN KIM TIN

HUNG YEN

HOAD DG, SECTION D, PHO NOI A IND: ZONE, LAC HONG WARD, VAN LAM DISTRICT, HUNG YEN

PROVINCE, VIET

DUONG D3, KHU 576U GONG NGHIEP PHO NO A, XA LAG HONG, HUYEN VAN LAM, TINH HUNG YEN,
VIET NAM,

Jomited and of the clent as below:

5GS Job No. VNHL2106012595EE

Color MAU MA DONG"
Characteristic “THEP CACBON

Manufacturer CONG TY CO PHAN KIM TIN HUNG YEN
Sample Receiving Dato. JUNE 15,2021

Final confirmed Date. JUNE 15,2021

Testing Period JONE 15,5081 TO JURE 21, 2021

Tost Requosted PLEASE REFER TO THE RESULT SUMMARY .
Test Results PLEASE REFER TO NEXT PAGE(S)

Result Summary.

Test Requested Result (5)
ROHS Directive 2011/65/EU Annex Il (amended by Dire ctive (EU) 2015/863]
o P A Gl o i

Bs), BDES) and Bist2-

(DEHP), Buty!
(DBP) and Disobutyl phthalate (DIBP))
- As client's requirement

Signed for and on behalf of
SGS Vietnam LTD

SGS ROHS certification
from SGS Vietnam

e, CYC DANG KIEM VIET NAM
“ VIETNAM REGISTER

&
Phan eos 7 SR SRS
GIAY CHIPNG NHAN CONG NHAN NANG LG
6 0037421CNO1MS CO'SO CHE TAO
CERTIFICATE OF APPROVAL FOR MANUFACTURES
CUC DANG KIEM VIET NAM CHUNG NHAN
VIETNAW REGISTER CERTIFIES THAT
Cors5 chb taolanuacturer

CONG TY CO PHAN KIM TIN HUNG YEN
KIM TIN HUNG YEN CORPORATION

Dl Buong D3, Khu D, KCN Phé Nbi A, Huyén Van Lam, Tinh Hung Yén

DA du aAnt 514 va cong nihgn a6 cné o (c4) sin prim sau 03y pis hop v61 QYN 65: 201G/BGTVT
(sauday goila

“Quy chudi)
Has boen assossed and approved lo manufacturs the folowing product(s)in compliance with he QCVN 65;
2015B6TVT “Natonsl
“heroinafor oferfo as o Reguiation’)
Day han ban tr ddng/Solid wire for semi automatic welding
Day han ty dong/Solid Wire for automatic welding
Que han dign/Covered ar: welding electrodes

iy chimg nhannaycb i o ok gy 200872028
This Cortfcate i vald u

Ngay n Gnh danh gid chu : 2011112023
Periodical assessment date:

Chprai Noay: 09082021
Issuedat Dato)

{
M REQSAKT, CUC TRUGNG

PHO CUC TRUGNG

VRCN: 0178453 Nguyén Vii Hai

oV Ve, Certificate of Basic Competency
manufactured by Vietnam Register

Department
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TGC

ALITY
RTIFICATIONS

" VIETNAM UNION OF SCIENCE AND TECHNOLOGY ASSOCIATIONS
I— A TQC CENTER FOR TESTING AND QUALITY CERTIFICATION

g PR

CERTIFICATE

This s to certify that GM70S SOLID WIRES
Brand:  Gemini

or: KIM TIN HUNG YEN CORPORATION

Van Lam district, Hung Yen province, Vietnam

D area, Phe
Van Lam district, Hung Yen province, Vietnam

JIS Z 3312:2009

rcular 1271272012

Certificate no Tacts2
The validityof certificate : From 05/0772013 to 040772022
Detallsndecision o £579.272019/QDTQC

Signed date w7201

‘Approved to bear certifcation mark TQC CENTER FORTESTING.
AND QUALITY CERTIFICATION

Certification of meeting standards
JIS Z 3312:2009 of Quality Test
and Certification Control Center

i CUC DANG KIEM VIET NAM
ot vie, VIETNAM REGISTER
5 "
Y

&
Tha, o
A5 GIAY CHUNG NHAN CONG NHAN
NANG LUC CO' SO’ CUNG CAP DICH VY
CERTIFICATE OF APPROVAL FOR SERVICE SUPPLIER
S5 onsesimacnorss
No CYC DANG KIEM VIET NAM CHUNG N
ETNAM REGISTER CERTIRES T
GoséiService Suppler
CHI NHANH CONG TY CO PHAN TAP BOAN KIM TiN
KIM TIN CORPORATION BRANCH
onen: CCN Kién Thanh, Long Cang, Cin B, Long An
Kien Thanh ncustial Park, Long Cang, Can Ducs, Long An Province
D8 duoc Ganh gia va cong nhan ndng lyc d& cung cdp (cac) dich vy sau day ph hop voi QCVN 65:
201586TVT ™
1s=u day goi 14 "Quy chudn®):
as basn assasssd ang o provide sor co
Kot i o g o st louns i) i gl win e QO 5
‘supplrs” herinafe efor {0 85 0 Reguiaton')

PHAN TICH THANH PHAN HOA HOC | ANALYSIS CHEMICAL COMPOSITIONS
“THU TINH CHAT CO' HOC CUA VAT LIEU | MECHANICAL PROPERTIES TEST
20 ko Tanal st Thir
Thir 0 dal va dap / Impa
- 50 PHONG THI NGHIEM ] LABORATORY NO.1VR L. 87

(Gidy ching nhan nay o6 higu lvc dén ngay: ~ 2310912024
valid untr:

Noy én dioh ddnh gé chukj: 2310312022
Perodical asssssmen date:

Nody: 231212019
Date

Nguyéh Vil Hii
Vice General Director

e, Certificate of Basic Competency
NI~ : o :
* Mk x Service provision of Vietnam

&

MWay peats Register Department



Low carbon steel welding electrode
Stainless steel welding electrode
Hard-facing welding electrode

TIG welding electrode
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Low carbon steel welding electrode

1]

—~
—

B

K1-421

LOW CARBON
STEEL ELECTRODE

Omm MASTER BOX: 4 BOXES NET WEIGHT: KG

: Q40mmx40

i i e

easy to remove slag;

B The covers of KT-421 and KT-6013 are made with titanium ave ;
ctr|C|ty, low smoke and little splash.

type coating to ensure a favorable welding process.

B KT-421 and KT-6013 is a low carbon steel welding H Can be welded in all different welding positions: flat
electrode which is suitable for carbon steel weld and low welding, horizontal welding, overhead welding,...
alloy steel with medium load structure such as: industrial

workshop structure, machine parts, hand rail, iron doors... B Good arc ignition sensitivity, the maximum dwell time

Low carbon steel electrode

KT-421
Vietnamese Standard:
TCVN: 3223-2000-E432R

Vietnamese technical regulation:

QCVN: 21:2015/BGTVT-MW2

American Standard:
AWS A5.1 E6013

Japanese Standard:
JIS D4313

NK Registry:
KMW2

Packing Specification

Net weight of box(kg) Net weight of
®2.5mm ®3.2-40mm master carton box (kg)
2.5 5 20

Chemical Composition of welding metal layer (%)
C Mn Si P S

0.2 max 1.2 max 1.0 max 0.03 max ‘ 0.03 max

Mechanical properties

Tensile Yield stress Elongation Impact resistance
strength (MPa) (MPa) (%) tenacity at 0°C (J)
430 min 330 min ‘ 17 min ‘ 27 min

Size and recommended current (AC or DC)

Diameter (mm) ?25 ?3.2 2 4.0 ?5.0
Length (mm) 300 350 400 400
Welding Current (Ampe) 50-90 80-130 105-180 150—-230

RIKIMTIN o9

for re-striking of an arc not less than 60 seconds.

Low carbon steel electrode

KT-6013
Vietnamese Standard:
TCVN: 3223-2000-E432R

Vietnamese technical regulation:

QCVN: 21:2015/BGTVT-MW2

American Standard:
AWS A5.1 E6013

Japanese Standard:
JIS D4313

Packing Specification
Net weight of box(kg) | Net weight of master carton box (kg)
5 20

Chemical Composition of welding metal layer (%)
C Mn Si P S

0.2 max ‘ 1.2 max ‘ 1.0 max ‘0.0Smax ‘ 0.03 max

Mechanical properties

Tensile Yield stress Elongation Impact resistance
strength (MPa) (MPa) (%) tenacity at 0°C (J)
430 min ‘ 330 min ‘ 17 min ‘ 27 min

Size and recommended current (AC or DC)

Diameter (mm) ?3.2 4.0 9 5.0
Length (mm) 350 400 400
Welding Current (Ampe) =~ 80—130 105-180  150-230




AWE BF0AC

S B.2Mm x 3G0mMmm

o
¥
J
d

B GL-78 & GL-52 have base cover, which is supplemented
with a large amount of Manganese, Silicon and rare earth,
to ensure the weld has extremely small impurities, high
bearing strength.

B GL-52 can weld in all positions with a stable arc, strong
pressure, weld pool, ease of peeling and cleaning slag, no
slag, porosity, etc. Especially when welding with a DC
power source, GL-52 gives excellent results.

The flour content in the coating has strongly reduced

hydrogen, so the GL-78 and GL-52 welds contain very low

hydrogen content, ensuring resistance to hot and cold
thermal cracking and high weld toughness.

The GL-78 and GL-52 welding rods weld low-carbon and
low-alloy steels with tensile strengths of 500 N/mma2.

GL-78 and GL-52 are the best choices for welded
structural strength problems and are suitable for ship
structures, construction, wharves, heavy load beams,
pressure tanks, etc.

Especially in the GL-78 flux shell, a large amount of pure
iron powder is added, which has improved welding perfor-
mance and effectively increased labor productivity.

Low carbon steel electrode Low carbon steel electrode

GL-78 GL-52
Vietnamese Standard: P Vietnamese Standard:
TCVN: 3223-2000-E513 K|M'|‘|" TCVN: 3223-2000-E513 KlM '"N

Vietnamese technical regulation:
QCVN: 21:2015/BGTVT-MW53 6L7g
American Standard: Wm
AWS A5.1 E7018 Kty P
Japanese Standard: S
JIS D5018

NK Registry:
KAW53H10

Packing Specification
Net weight of box(kg) Net weight of master carton box (kg)
5 20

Chemical Composition of welding metal layer (%)
C Mn Si P S

0.15 max ‘ 1.6 max ‘ 0.75max | 0.035 max ‘ 0.035 max

Mechanical properties

Tensile strength  Yield stress Elongation Impact resistance
(MPa) (MPa) (%)  tenacity at -30°C (J)
490 min 400 min ‘ 22 min ‘ 27 min

Size and recommended current (AC or DC)

Diameter (mm) ?3.2 4.0 5.0
Length (mm) 350 400 400
Welding Current (Ampe) = 105=155  130-200 200-275

Vietnamese technical regulation:

QCVN: 21:2015/BGTVT-MW53 G

American Standard: M
AWS A5.1 E7016 i
Japanese Standard:
JIS D5016

NK Registry:
KAW53H10

Packing Specification
Net weight of box(kg) | Net weight of master carton box (kg)
B 20

Chemical Composition of welding metal layer (%)
C Mn Si p S

0.15 max ‘ 1.6 max ‘ 0.75 max ‘ 0.035 max ‘ 0.035 max

Mechanical properties

Tensile strength  Yield stress Elongation Impact resistance
(MPa) (MPa) (%) tenacity at -30°C (J)
490 min 400 min ‘ 22 min ‘ 27 min

Size and recommended current (AC or DC)

Diameter (mm) ?3.2 4.0 5.0
Length (mm) 350 400 400
Welding Current (Ampe) = 100=150  140-200 180-255

10 |;| www.kimtingroup.com



Stainless steel welding electrode
G-308

Vietnamese Standard:
QCVN 21:2015/BGTVT-D308

American Standard:
AWS A5.1 E308

Japanese Standard:
JIS D308-16

AWS E308 - 16

>3 2mm x 3SOmm
P P P S S A

S-308

Hard-facing welding electrode
GH-600

Japanese Standard:
JIS DF2B-600B

KIM TIN

-

A00mm

S

@ a0 %
e

Packing Specification
Net weight of box(kg)
1 20

Net weight of master carton box (kg)

Chemical Composition of welding metal layer (%)
C Mn Si Cr Mo S P
0.75 ‘ 1.23 ‘ 0.80 ‘ 4.20 ‘ 010 ‘0.011 max ‘ 0.023 max

RIKIMTIN 11

G-308 is suitable for welding Austenitic stainless steel of all
kinds, such as E304, E305, and E308, sometimes with good
mechanical quality, high strength, and toughness. G-308 is also
used in structures that are subject to heavy loads and have high
wear resistance.

G-308 is suitable for welding medical equipment, household
appliances, chemicals, civil art structures, stainless steel tanks,
steel handrails, etc.

G-308 has a bright, smooth, easy to remove slag, light electricity,
quiet explosion, low smoke, little splash, and a stable arc.

G-308 is a type of welding electrode with a high lime-titanium
coating, designed with Austenitic weld metal with low hydrogen
content and supplemented with a large amount of rare alloying
elements such as chromium, nickel, and rare earths to ensure the
metal system E308, so it has anti-rust, acid-resistant, and very
high mechanical properties.

Packing Specification
Net weight of box(kg) Net weight of master carton box (kg)
1 12

Chemical Composition of welding metal layer (%)
© Mn Si o Ni Mo = S

0.08 max‘ Q=25 ‘ 1.0 max ‘ 18=21 ‘ 9-11 ‘0.75 max ‘0.04 max‘ 0.03 max

Mechanical properties

Tensile strength Elongation (%) Yield stress (Mpa)

550 min ‘ 35 min ‘ -

Size and recommended current (AC or DC)

Diameter (mm) ®2.0 ?25 ?3.2 ? 4.0
Length (mm) 300 300 350 400
Welding Current (A) 45-60 65-90 90-120 120-150

The GH-600 high-hardness surface resurfacing electrode is made
for welding on metal surfaces that have worn out through using. The
surface of the part after the rehabilitating welding process has a
stable texture, high hardness, and good wear resistance.

The GH-600 welding rod has a base coating with flour as the main
ingredient, so it has a low hydrogen content and small impurities. A
martensitic background is added along with rare and precious
alloying elements such as chromium and molybdenum to create a
high-quality hard weld that is very resistant to abrasion and impact.

GH-600 welding rod can be welded in any position with a stable arc,
strong pressure, and a well-balanced weld, and it is simple to peel
and clean, making it ideal for surfaces that require high aesthetic
flatness.

After welding, the weld metal surface has a hardness of more than
55 HRC; if heat treatment steps are used, the hardness can reach 65
HRC.

Mechanical properties
After welding When burning at 600°C and cooling

56HRC ‘ 65HRC

Size and recommended current (AC or DC)
Diameter (mm) ®3.2 4.0

Length (mm) 350 400

Welding Current (A) 100-150 140-190




TIG welding rod

ER70S6

Chemical Composition of welding metal layer (%)

TIG ER70S6 welding rod has low carbon content, high manganese
and silicon content, and extremely small sulfur and phosphorus
impurities, creating welds with high strength and toughness.

ER70S6 is made with high precision; the wire direction is even; it is
covered with a layer of pure copper plating and polished, making
the storage and soldering processes very stable.

ER70S6 is suitable for bottom welding of large thickness welded
joints of medium carbon and alloy steel structures such as
pressure tanks, pipelines, load bearing steel structures, civil struc-
tures, automobiles, ships, boats and so on.

Packing Specification
Net weight of box(kg) 05

Mechanical properties

C 0.07-0.12
Mn 1.40-1.85
Si 0.80-1.15
P 0.03 max
0.03 max

Stainless steel TIG welding electrode

ER308L

International Standard:
AWS A5.1 ER 5356

Protective gases Ar pure
Yield stress (N/mm?2) 420 min
Tensile strength (N/mm?) 520 min
Elongation (%) 24 min
Impact toughness -29°C (J) 60 min

TIG ER308L soldering iron has a low carbon content, which reduces
its ability to amplify carbide between particles. This increases
intergranular corrosion resistance without the use of stabilizers
such as columbium (niobium) or titanium.

TIG ER308L welding rod has an average manganese content, sulfur
impurities, and extremely small phosphorus to create a weld with
high strength and long ductility. Especially with a high chromium and
nickel content, the weld metal system has very high rust resistance,
corrosion resistance, and mechanical indicators.

ER308L is suitable for welding stainless austenitic steels such as
A302, A304, A305, A308, and A308L, which need good mechanical
quality, durability, and high toughness.

ER308L is suitable for welding liners for critical bonding of stainless
steel structures.

ER308L is welded by semi-automatic technology with 100% Argon
or 100% Helium shielding gas (TIG welding) to create a stable weld
with little splash and a bright, smooth weld. TIG welding rod ER308L
is suitable for welding all kinds of vessels, including chemical tanks,
load-bearing structures, acid-resistant equipment, and equipment
in the medical and food industries.

Packing Specification
Size (251.6mm‘®2.0mm‘(2)2.4mm‘(2)3.2mm
Packaging (kg) 05

Mechanical properties

Protective gases Ar
Tensile strength (MPa) 580 min
Yield stress (MPa) =
Elongation (%) 35 min

Impact toughness (J) -

Chemical Composition of welding metal layer (%)

C 0.03
Mn 1.75
Si 0.38
Cr 19.8
Ni 10.1

12 ;l www.kimtingroup.com



KIM TIN

$000 QUALITY SOLID WIRE

KIM TIN

6000 QUALITY $OLID WIRE AWS ERI:
1 :
H"n S'ﬁ dla il i
- - . K
Lot N 8% ins 05123 L

o 1901265 125

A WARNING /A WARNING

.....

[ ER7DS-B )
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MIG/MAG Welding Wire

Stainless steel welding wire
__ SAW Welding Wire
__ Welding Flux CAMEL

14 |;| www.kimtingroup.com




MIG/MAG welding wire The advantage of the ER70S-6 welding wire according to the MIG/MAG
ER70S-6 welding method is that the welding productivity is 2.5 times higher than

=" - that of electric arc welding with protective coating, more diverse and
flexible than automatic welding under the flux layer in welding position in
space. During the welding process less toxic gas is generated.

Classification: : =
AWS A5.18 ER 70S-6 } KIM TIN "
JISYGW12 © ERIOSE eea

WARNING

ER70S-6 is a welding wire with low carbon content, high manganese and
silicon content, and extremely small sulfur and phosphorus impurities,
creating welds with high strength and toughness.

ER70S-6 is built with high precision, uniform wire direction, and is plated
with a layer of high purity copper for preservation and a stable welding
process.

Welding wire ER70S-6 drum is mainly used in companies that manufac-
ture car components, motorcycles, precision mechanics, etc., where
welding is done by pre-programmed robot arms.

Packing specification

Net weight of box(kg) Net weight of big box (kg)
15 125-250-350

: Chemical composition of wire (%)
KIMIIN - - i SN C Mn Si S P
ERT0S6 - s 006015 | 140185 | 080115 | 0035max | 0025max

A WARNING

Mechanical composition of weld metal

CALTNE X 3
KIM TIN ; 5 Shielding Yield stress  Tensile strength  Elongation Impact resistance
el : 7 > . )\ Gas (MPa) (MPa) (%) tenacity (J)

100%C0O, | 400min | 490min |  22min | 27min/-30°C

Size available, recommended currents (AC or DC)

Diameter (mm) 2 0.8 209 1.0 ¢1.2 216
Welding Current (A) 80-120 90-130 100-140 110-220 180-320
Welding potential (V) 20-21 20-22 22-24 2320 25-28
Gas volume in liters/minute . g—g 9-10 10-11 12=13 16-18

Flux cored arc welding wire

KF-71T

L KF-71T is a titania type flux cored wire for all position welding with CO,

AWS A5.20 E71T-1C

KF-71T is suitable for welding high tensile steel with slow freezing slag
system.

Packing Specification
Net weight of spool(kg)
05-15

Chemical Composition of weld metal (%)
C Mn Si S P

012 | <175 | 090 | <003 | <003

Mechanical properties of all-weld metal

Yield stress Tensile strength Elongation Impact resistance
tenacity
70 - 95 ksi 58 ksi o 20 ft.Ibf at 0°F
(483 - 655 MPa) (400 MPa) 22% (27J at -18°C)

0
2
i
=
N
w
]
9
<
1]
S
<

Size available, recommended currents (AC or DC)

Diameter (mm) 1.2 ?1.6
Welding Current (A) 110-220 180-320
Welding potential (V) 23-25 25-28
Gas volume in liters/minute 1219 16-18

B KIMTIN 15



Stainless Welding wire

GM-308L

GM-308L is a welding wire with low carbon content, medium manganese
content, and very small sulfur and phosphorus impurities that creates welds with
high strength and toughness. Especially with its high chromium and nickel
content, the weld metal system has anti-rust, acid-corrosion resistance, and
very high mechanical properties.

GM-308L is made with high precision and even wire direction, which makes the
welding process very stable.

GM-308L is suitable for welding austenitic stainless steel (Inox) such as E304,
E305, and E308. Sometimes with good mechanical properties, high strength,
and toughness, G-308L is also used in structures subject to heavy loads and
high wear resistance.

GM-308L is welded by semi-automatic technology with 100% Argon shielding
gas (MIG welding) to create a stable weld with little splash and a bright, smooth
weld. GM-308L is suitable for welding chemical tanks, load-bearing structures,
acid-resistant equipment, and medical equipment.

Packing Specification

Size ? 0.8 mm ‘ ? 0.9 mm ‘ ? 1.0 mm ‘ ? 1.2 mm
Packaging (kg) 05-08 | 08 | 08 | 06-08
Chemical Composition of welding wire (%)
C Mn Si Cr Ni P S
<0.03 ‘ 1.0-2.5 ‘ <0.65 ‘ 19.0-21.0 ‘ 9.0-11.0 ‘ <0.03 ‘ <0.03

Mechanical properties

. Tensile strength Yield stress Elongation  Impact toughness
Protective gases p 9
° (Mpa) (Mpa) (%) )
Ar ‘ 510 min ‘ = ‘ >25 min ‘ =

Submerged arc welding wire - SAW

EH14

America Standard:
AWS A5.9 ER 308L

MIG WELDING SoLip wir

-
f
:

Vietnamese Standard:

TCVN: 3223-2000
Vietnamese technical regulation:
QCVN: 21:2015/BGTVT,
PART 6-AW3

NK Registry:

NK KAW3TM

International Standard:

AWS A5.17 F6A2 EH14
KAW2/W3 EH14

Packing Specification
Net weight of spool (kg)
15-20-25-150-300-350

Mechanical properties

SUBMERG
WELDING 3,

0 Amg
OLID Wing

Net weight of big box (kg)
250-300-350-400

Grade Tensile Yield stress Elongation Impact resistance
strength (N/mm?) (N/mm?2) (%) tenacity (J)
EH14-CM122 ' : ! ) i
(FTA4) 380 min 510 min 22 min 50 min/-40°C

EH14 is suitable for single and multi-layer welding of miniature LPG
tanks, spirals pipes, ships, agricultural implements, machinery, boilers,
bridge and structural steel.

EH14 is intensive to rust, scales, primers, oils, and dirts on the surface to
be welded. Resistance to porosity and slag detachability are excellent.

Chemical Composition of welding wire (%)
(© Mn Si

S P
010020 | 170220 | otomax | ooesmax | osesmadl]

Size and recommended current (AC or DC)
Diameter(mm) il > A

Welding Current (A)

Welding Arc Voltage (V)




SAW welding wire

I The basic advantage of automatic and semi-automatic welding under the

EM-12K flux layer of EM-12K & EL12 welding wire is to ensure the quality of the
— — weld, which has uniformity, high productivity, and the ability to save welding
Classification: wire.

AWS A5.17 EM12K )
SAS 1 The EM-12K & EL12 allows the use of high welding amperage, high heat

source usefulness, and fully automated or fully automated operations that
cause — maintain the arc — move the wire to the full length of the weld.

1 EM-12K & EL12 is a welding wire with low carbon content, medium
manganese and silicon content, and extremely small sulfur and phospho-
rus impurities, creating welds with high strength and toughness.

" EM-12K & EL12 is built with high precision, even wire direction, and is
plated with a layer of high purity copper for preservation and stable solder-

ing.

Net weight of spool (kg) Net weight of big box (kg) Technical  Tensile strength  Yield stress Elongation  Impact resistance

standard (MPa) (MPa) (%) tenacity (J)

Diameter (mm)
Welding Current (A)

Welding Arc Voltage (V)

SAW welding wire
EL-12

Classification:
AWS A5.17 EL12

Net weight of spool(kg) Net weight of big box (kg)

Technical  Tensile strength  Yield stress Elongation
standard (MPa) (MPa) (%)

L

Diameter (mm) | i MW
Welding Curre HMI‘MW i
Weldir e
i
RIKIMTIN 17 “l
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PACKAGING OPTIONS

WELDING ELECTRODE

100PCS 1KG

KIM TIN KIM TIN
148mm (M [3omm T 1901
% 3 KT.6013~"SD¢13 g v
1 il g S6mm o Gy g a3 G gl
9Elecioge Weding g i
A~ B 5 Y
T T =
— T '8
371mm §7mm 3imm . i6mm
KIM TIN Z Kim 1iN !
83mm = 83mm £
KT_SO fy ' 215mm KT‘GO 1 185mm
301 % E 35 % g
mm ""”‘JWW«NEW i~ S5mm "“"‘””Mhlmm g
| o I
e < | S |
363mm — 90mm 365mm /115mm

WELDING WIRE

D200 D250 D270 D300
S4mm S2mm

52mm
52mm

S
S
g
8

200mm
W
z
" 250mm
T 27%0mm

9300

20828

9

15/20x

15k

¢ ;&5\}\‘
[ o
BS300 = o ENSS [
[e+]4] | i i
[T R =

H ‘ =]
r

NI =
T T - S— . e e
\ / —

%, |

u i sy 780mm 770mm
500mm 510mm 650mm
125kg 250/300kg 400kg
SAW WIRE
ST e %
20kg/25kg 150kg 300kg 350kg

» et
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Welding flux
Steel nails - Steel wire
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Welding flux CAMEL

CM-143

Standard:

AWS A5.17

Packing Specification

Net weight (kg)
25
Wire ‘ Classification according to AWS A5.17
EL12 F6AQ
EM12K ‘ F7A0

Welding flux CAMEL

CM-185

Standard:

AWS A5.17

Packing Specification

Net weight (kg)
25
Wire ‘ Classification according to AWS A5.17
EL12 F6AZ
EM12K ‘ FrAZ

Recommendations

Store in clean dry place.
Keep the bag sealed when not in use.

Camel CM-143 submerged arc welding flux is produced according to
OERLIKON's technology on modern equipment lines that provide a
stable quality product.

CM-143 is a fluorine- Calcium - Silicate sintering flux. In the welding
process, in addition to covering and protecting the weld, this welding
flux also adds an appropriate amount of silicon and manganese to
improve the mechanical properties of the weld.

Welding flux CM-143 when welding produces less slag, reducing con-
sumption.

It can be welded in DC or AC current, which allows for high speed
welding, good weld appearance, a stable arc, and flaky slag.

Welding flux CM-143 is heated and dried at a temperature of over
850°C, thus thoroughly reducing the water molecular to ensure that the
weld does not have porosity. Also, because the amount of residual
hydrogen in the weld is low, making the weld flexible.

Chemical composition of fluxes
Si0, + Ti0,, Ca0 + MgO, AL,O, + MnO, CaF,,...
Grain size (Mesh): 10-40

Camel CM-185 submerged arc welding flux is produced according to
OERLIKON's technology on modern equipment lines that provide a
stable quality product.

CM-185 is a Aluminate — Rutile sintering flux. In the welding process,
in addition to covering and protecting the weld, this welding flux also
adds an appropriate amount of silicon and manganese to improve the
mechanical properties of the weld.

Welding flux CM-185 when welding produces less slag, reducing
consumption. It can be welded in DC or AC current, which allows for
high speed welding, good weld appearance, a stable arc, and flaky slag.

Welding flux CM-185 is heated and dried at a temperature of over
850°C, thus thoroughly reducing the water molecular to ensure that the
weld does not have porosity. Also, because the amount of residual
hydrogen in the weld is low, making the weld flexible.

Chemical composition of fluxes

Si0, + Ti0,, Al,0, + MnO, CaF,..

Grain size (Mesh): 10-40

Before welding operation, if moisture contamination is suspected from either improper storage condition or due to condensation,

the flux must be redried as a 300°C to 350°C for 2 hours.
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Welding flux CAMEL

CM-501T

Standard:
AWS A5.17

Packing Specification

Net weight (kg)
25
Wire ‘ Classification according to AWS A5.17
EL12 F6AZ
EM12K ‘ FrAZ

Welding flux GEMINI
GF-50 [

Standard:
AWS A5.17

GEMINI

Packing Specification

Net weight (kg)
25
Wire ‘ Classification according to AWS A5.17
EL12 F6AZ
EM12K ‘ FrAZ

Recommendations

Store in clean dry place.

Keep the bag sealed when not in use.

Camel CM-501T submerged arc welding flux is produced according to
OERLIKON's technology on modern equipment lines that provide a
stable quality product.

CM-501T is a Aluminate — Rutile sintering flux. In the welding process,
in addition to covering and protecting the weld, this welding flux also
adds an appropriate amount of silicon and manganese to improve the
mechanical properties of the weld.

Welding flux CM-501T when welding produces less slag, reducing
consumption. It can be welded in DC or AC current, which allows for
high speed welding, good weld appearance, a stable arc, and flaky slag.

Welding flux CM-501T is heated and dried at a temperature of over
850°C, thus thoroughly reducing the water molecular to ensure that the
weld does not have porosity. Also, because the amount of residual
hydrogen in the weld is low, making the weld flexible.

Chemical composition of fluxes
Si0, + Ti0,, ALO, + MnO, CaF,,...

Grain size (Mesh): 10-40

Gemini GF50 submerged arc welding flux is produced according to
OERLIKON's technology on modern equipment lines that provide a
stable quality product.

Welding flux GF50 when welding produces less slag, reducing
consumption.

Welding flux Gemeni GF50 is heated and dried at a temperature of over
850°C, thus thoroughly reducing the water molecular to ensure that the
weld does not have porosity. Also, because the amount of residual
hydrogen in the weld is low, making the weld flexible.

Applications: thin plate single pass, applications without clean base
material, high speed welding, particularly those applications that
require a very nice bead appearance.

Chemical composition of fluxes
ALO, + TiO,,...

Grain size (Mesh): 10-40

Before welding operation, if moisture contamination is suspected from either improper storage condition or due to condensation,

the flux must be redried as a 300°C to 350°C for 2 hours.
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Welding flux GEMINI

CM101 ' o
Standard: Gemlnl

AWS A5.17 3
4
& -

Packing Specification

Net weight (kg)
25
Wire ‘ Classification according to AWS A5.17
EH14 F7A6
EM12K \ FTA(P)4

Welding flux GEMINI
CM501 Pro :

Standard:
AWS A5.17

GEMINI

Packing Specification

Net weight (kg)
25
Wire ‘ Classification according to AWS A5.17
EL12 F6A2
EM12K ‘ FTA2

Recommendations

Store in clean dry place.
Keep the bag sealed when not in use.

Gemini CM101 submerged arc welding flux is produced according to
OERLIKON's technology on modern equipment lines that provide a
stable quality product.

Welding flux CM101 when welding produces less slag, reducing
consumption.

Welding flux Gemeni CM101 is heated and dried at a temperature of
over 850°C, thus thoroughly reducing the water molecular to ensure
that the weld does not have porosity. Also, because the amount of
residual hydrogen in the weld is low, making the weld flexible.

Applications: structural steel, high grade steel pipe, LPG tank, offshore,
wind tower,...

Chemical composition of fluxes
Ca0 + MgO + CaF, + MnQ, SiO,, CaF,,...

Grain size (Mesh): 10-40

Gemini CM501 Pro submerged arc welding flux is produced according
to OERLIKON's technology on modern equipment lines that provide a
stable quality product.

Gemeni CM501 Pro is a Aluminate — Rutile sintering flux. In the
welding process, in addition to covering and protecting the weld, this
welding flux also adds an appropriate amount of silicon and manga-
nese to improve the mechanical properties of the weld.

Welding flux CM501 Pro when welding produces less slag, reducing
consumption.

Welding flux CM501 Pro is heated and dried at a temperature of over
850°C, thus thoroughly reducing the water molecular to ensure that the
weld does not have porosity. Also, because the amount of residual
hydrogen in the weld is low, making the weld flexible.

Applications: structural steel, high grade steel pipe, bridge, vessel,...

Chemical composition of fluxes
Si0, + TiO,, Ca0 + Mg0, Al,0, + MnQ, CaF,,...

Grain size (Mesh): 10-40

Before welding operation, if moisture contamination is suspected from either improper storage condition or due to condensation,

the flux must be redried as a 300°C to 350°C for 2 hours.
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Steel nails

NIKKO

DINH

I Y IV AP 4 1

I IIRRW

LOAI: N__

TG >

GONG TY CP KIM TiN THEP LONG AN
“"CCN KIEN THANH, LONG CAN:

Drawing steel wire

NIKKO

China Standard:
YB/T 5002 - 93

America Standard:

SAE F1667 - 00

RKIMTIN 23

Specification

Used for wood, pallet, leather shoes,...

Used by low carbon steel with smooth surface, no rust, no defects.
Head of nails is round, beveled, not tapered. Head of nails is sharp.

Code Length Dia. Pcs/kg S

(L) mm (d) mm (Mpa)

1 N20 20£0.75 1.6+0.05 3,620—3,626 =826
2 N25 25+0.75 1.8+0.05 1,940-1,980 =826
3 N30 30+1.0 2.0+0.05 1,300-1,340 =826
4 N40 40+1.0 2.3+0.05 768-808 2826
% N50 5041.0 2.80.05 390-433 =826
6 N60 60+1.2 3.1+0.05 285-321 =826
7 N70 7041.2 3.4+0.05 200-220 =826
8 N80 80+1.2 3.9+0.05 126=150 =745
9 N100 100+1.2 4.5+0.05 fO—SO =745
10 N120 120+1.5 5.0£0.05 50-60 =745

Used to tie steel: Flat steel, twisted steel.

The thickness of the thin oxidelayer is firmly attached to the steel wire.

Packing Specification

Size Dia. Net weight (kg) Coils' dimension
(mm)
?1.0 ‘ 1.0£0.05 50 300 x 500 x 100
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