
Liability: All information in this data sheet is based on the best available knowledge, is subject to change
without notice and can only be considered as suitable for general guidance.

Fumes: Consult information on Welding Safety Sheet, available upon request

Identification Imprint: Tip colour:

Condition Yield strength    Tensile strength   Elongation       Hardness
(N/mm2) (N/mm2) (%)

As welded
Required AWS A5.6-84
Typical values

General description

Classification

Welding positions                                                                                  Current type

Chemical composition (w%), typical, all weld metal

Mechanical properties, all weld metal

Packaging, available sizes and identification

Diameter  (mm)
Length (mm)
Unit: Box
Pieces / unit
Net weight/unit (kg)

MDS

  ISO/ASME

134

GRICU 1
AWS A5.6-84 : E Cu*
DIN 1733-88     : EL-CuMn 2 *deviations see remarks

DC electr. +

Approvals
UDT

+

Mn Cu Sn
2.0 96 0.8

Rockwell C Brinell 10/100

not required min. 170 min. 20 20-40
80 200 25 40

3.2         4.0
350 450

126 91
4.2 5.9

GRICU 1 gold

          GRICU 1 4

Special basic coated electrode for copper welding

1 4
PA/1G       PB/2F



- per electrode at max. current -
Sizes Current Current Arc time Energy Dep.rate Weight/ Electrodes/ kg  Electrodes/

Diam.x length range type 1000 pcs kg weldmetal kg weldmetal

(mm) (A)   (s)* E(kJ) H(kg/h) (kg) B 1/N

Welding position:
Diameter (mm) Current (A)

Materials to be welded

Calculation data

Welding parameters, optimum fill runs

Remarks

135

GRICU 1

1G 2F

3.2 110 100
4.0 150 150

3.2 x 350 100 - 130 DC+ 36.5
4.0 x 450 140 - 170 DC+ 67.3

Steel grades USA BS
DIN 1708 W.Nr. ASTM 2871 Gr.
OF - Cu 2.0040 B111 Gr.
SE - Cu 2.0070 (120)
SW - Cu 2.0076 120
SF - Cu 2.0090 122 C106

Copper sheets up to 3mm can be welded without preheating
For sheets thicker than 3mm a fast preheating 100° per mm thickness - max. 600°C is recommendable
Power sources with higher ignition voltage (80-100V) are also advantageous (connect two machines in series)
Fill the seams with as less layers as possible

Redrying: normally not necessary: max. 70-90°C / 2h
* chemical composition
   Mn 1.0-2.0%; AWS < 0,10%

      / Welding hints


