
 

AMA 1287N 
E 8118–G–H4 AWS/ASME SFA-5.5 
E 55 4 Mn1NiMo B T 44 H5 EN ISO 17485-A 

 
Application/properties: 
Basic electrode used for welding fine-grained structural steels with high strength. Weld metal is extremely metallurgical pure 
having very low hydrogen content. The electrode has a stable and concentrated arc, thus being well-suited or positional 
welding. Welds are of X-ray quality. 
 
Weld metal analysis in % (typical values): 

P S Ni Mo Si Mn C 

< 1012 < 1012 1.6 1.3 104 1.6 1.16 

 
Mechanical Properties of all-weld metal: 
(single values are typical values) 

Impact energy (J) 
ISO-V 

Elongation 
A4 (%) 

Yield Strength 
(N/mm2) 

Tensile Strength 
(N/mm2) Heat treatment 

-44°C 

024 > 22 > 554 024 T 

T:  Tempered 1 hour at °026C, air cooling 

 

Welding  Parameters 
Amperage (A) Length (mm) Diameter (mm) 

05 - 55 054 2.5 

54-044 454 0.25 

044 – 085 454 4.4 

084 - 244 454 5.4 

 

 
 

 

 Materials: 

DIN Standard STE 024 to STE 044; WSTE 500 to WSTE 044; TSTE 024 to TSTE 044; 71MnMoV 6 0; 70NiCuMoNb 0; 24MnMoNi 0 

0;  

EN Standard S024N to S044N; S500NL to S044NL; P500NL7 to P604NL7; P500NH to P044NH. 

ASTM 
Standard 

ASTM A071 Gr. A, B, C, E, F, H, J, K, M, P. A220 Gr. C; A655 Gr. E; A012 Gr. 60 

 
Rebaking: 
 Required at °226C  to °026C  for 0 hours 

 Preheating, inter pass temperature and post weld heat treatment in accordance with base metal to be welded. 


