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Foreword

This revision of this Part of this British Standard has been
prepared under the direction of the Welding Standards
Committee. BS 2901 was originally published as Part 1
‘Gas-shielded tungsten arc welding’ and Part 2 ‘Wires for
gas-shielded metal-arc welding’. This division, according to
welding process, resulted in some repetition of types in the
two Parts and since 1970 each group of materials has been
issued as a separate Part irrespective of the welding process
to be used. This revision has retained the 1970 format and
the following Parts are available:

Part 1. Ferritic steels
Part 2. Austenitic stainless steels
Part 3. Copper and copper alloys

Part 4. Aluminium and aluminium ailoys and magnesium
alloys

Part 5. Nickel and nickel alloys

This Part of BS 2901 supersedes BS 2901 : Part 1 : 1970
which is withdrawn.

In accordance with current practice, this Part of this
standard uses metric units and in deciding on the dimensions
of wires and reels account has been taken of appropriate
ISO specifications.
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Although the rods and wires specified in this Part of this
standard are all suitable for some form of gas-shielded arc
welding, certain rods and wires are not suitable for use with
particular shielding gases. The chemical composition of the
deposited weld metal is not specified because this depends
on the shielding gas used and the particular welding
conditions. It is necessary, therefore, to ascertain from the
supplier whether the rods or wires are suitable for use with
a particular shielding gas. Also for some applications a
particular chemical composition may need to be selected
from the range specified for the appropriate type of rod or
wire.

In this revision a 9Cr 1Mo alloy has been introduced as
type A35. The 400 mm rim has been deleted but a 200 mm
spool is introduced in accordance with current practice.
Attention has been given to health and safety aspects and,
as a result, all packaging of rods and wire is now required
to carry a health warning.

Compliance with a British Standard does not of itself
confer immunity from legal obligations.
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BS 2901 : Part 1 : 1983

British Standard Specification for

Filler rods and wires for gas-shielded arc welding

Part 1. Ferritic steels

1. Scope

This Part of this British Standard specifies requirements and
chemical compositions for ferritic steel filler rods and wires

for gas-shielded arc welding, i.e. TIG-welding, MIG-welding

or CO, welding.

NOTE. The titles of the publications referred to in this Part of this
standard are listed on the inside back cover.

2. Chemical composition

The rods and wires shall have a chemical composition in
accordance with table 1 for the particular type ordered.

In cases of dispute regarding the chemical composition of
the rods and wires, sampling and check analysis shall be
carried out.

NOTE 1. Some suitable methods are given in BS Handbook No. 19.
NOTE 2. In applications where high toughness is required from the
weld metal it may be necessary to specify lower permitted levels of
phosphorus and sulphur (for types A15 to A19 each should be
0.03 % max. and for types A30 to A34 each should be 0.020 %
max.)

At the time of placing the order, the purchaser shall indicate
whether he requires a test certificate for the batch of rods
or wire giving chemical analysis and any checks on wire
temper and cast agreed in accordance with 4.2.

3. Diameters and tolerances

The diameters of rods and wires shall be selected from the
values given in table 2 with tolerances appropriate to the
specified diameters.

4. Condition of rods and wires

4.1 Finish. Rods and wires shall have a smooth finish, free
from surface imperfections, corrosion products, grease or
other foreign matter which would adversely affect the
quality of the weld or the operation of the welding
equipment.
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Rods and wires shall have either

(a) a protective copper coating which shall consist of a
uniform, well-bonded smooth coating applied over a
thoroughly clean surface, or

(b) no protective coating.
NOTE. Option (a) is normally provided and it is essential for the
purchaser to state which alternative he requires.
4.2 Temper and cast of wire. The temper and cast of wires
shall be such as to assist smooth feeding of the wire.

NOTE. This is normally the subject of agreement between the
purchaser and the supplier.

5. Reels of wire

The size and type of reel (spool, rim or coil) on which the
particular diameter of wire is to be supplied shall conform
to the appropriate dimensions and weight given in figure 1
and tables 3 and 4, figure 2 and tables 5 and 6 or figure 3
and tables 7 and 8.

NOTE 1. It is necessary for the purchaser to designate the type and
size at the time of placing the order.

The flanges of spools shall be sufficiently robust to avoid
becoming deformed in normal usage.

NOTE 2. The barrel diameter for spools should be as large as possible
to permit satisfactory feeding of the wire.

6. Reeling conditions

The wire shall be wound on the reel in one continuous
length and shall be free from kinks, waves, sharp bends or
twists, so that it is free to unwind without restriction.

The outer layer of wire shall be not closer than 3 mm to the
flange periphery on spools having a flange diameter of

100 mm and not closer than 10 mm to the flange periphery
on spools having other flange diameters.
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