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Abbr. Explanation Abbr. Explanation

ABS American Bureau of Shipping LR Lloyds Register of Shipping

AC alternating current MAG metal active gas welding

AWS American Welding Society MIG metal inert gas welding

A4, A5 unit elongation O.C. heat treatment

BV Bureau Veritas Re yield point

CO Controlas Rm tensile strength

DB Deutsche Bahn RS Russian Sea Register of Shipping

DC direct current TIG tungsten inert gas welding

DNV-GL Det Norske Veritas - Germanisher Lloyd TÜV (-D) Technischer Ü berwachungs Verein

FN ferrite number TÜV (-Ö) Technischer Ü berwachungs Verein – Austria

HB Brinell hardness number UDT Office of Technical Inspection

HV Vickers hardness number CE Ü bereinstimmungszertifikat

HRC Rockwell hardness number KV impact resistance, ISO V-notch

Table 1. Abbreviations and symbols

There are many abbreviations and symbols used in the chapter:

Symbol Welding current and polarity Symbol Welding current and polarity

direct – plus side to the electrode direct – minus side to the electrode or alternating

direct – minus side to the electrode direct or alternating

alternating alternating or direct – plus side to the electrode

direct – plus side to the electrode or alternating alternating or direct – minus side to the electrode

Symbol Welding position Symbol Welding position

all positions all positions, except vertical up and vertical down

all vertical down positions only fillet weld downhand, horizontal and vertical up

all positions, except vertical down horizontal

downhand, horizontal, vertical and vertical up downhand, horizontal and vertical down

downhand, horizontal downhand, horizontal, vertical and overhead

downhand downhand, vertical and vertical down

vertical down downhand, vertical, overhead and vertical up

downhand, horizontal, and vertical downhand, flat, vertical and vertical down

vertical up and vertical down all positions, except vertical up

vertical up downhand and vertical

all positions, except overhead downhand, vertical and vertical up

Table 2. Symbols of welding currents and polarity

Table 3. Symbols of welding positions
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2571. Coated electrodes for manual welding
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WELDING CONSUMABLES

1. Coated electrodes for manual welding260
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WELDING CONSUMABLES

2611. Coated electrodes for manual welding
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2. Wires and rods for MIG/MAG and TIG welding 262
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WELDING CONSUMABLES

2. Wires and rods for MIG/MAG and TIG welding 270
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WELDING CONSUMABLES

2712. Wires and rods for MIG/MAG and TIG welding 
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WELDING CONSUMABLES

3. Flux cored wires for MIG/MAG welding272
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WELDING CONSUMABLES

2733. Flux cored wires for MIG/MAG welding
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WELDING CONSUMABLES

4. Other welding consumables274
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2754. Other welding consumables
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5. Types of packaging of welding wires276
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5. Types of packaging of welding wires

Indication 
Catalog Weight [kg] Outer diameter 

d1 [mm]
Internal width

b [mm]
Hole diameter

d3 [mm]
Mark according to 

PN-EN ISO 544:2011

S 100 0,5-1,0 100 45 16,5 S 100

S 200 2-5 200 55 50,5 S 200

S 300 6-20 300 100 50,5 S 300

Indication 
Catalog Weight [kg] Outer diameter 

d1 [mm]
Internal width 

d2 [mm]
Hole diameter 

b [mm]
Mark according to 

PN-EN ISO 544:2011

B 200 2-5 200 90 55 -

B 300 6-20 300 180 100 B 300

Indication 
Catalog

Weight
 [kg]

Outer diameter
A [mm]

Heigh 
H [mm]

Heigh with Cover 
[mm]

Drum 250-280 510 810 1120

Plastic spool

Basket spool

„Drums”


