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14% Mn Weld Metal Electrode For Surfacing JIS Z 3251 DFMA-200-B

The design of the electrode is synthetic, i.e. a mild steel core wire with the alloying elements contained
in the flux. The weld deposit is austenitic and metal recovery is some 135% with respect to weight of the core
wire. A blend of silicates is used to bind the flux that ensures both coating strength and resistance to moisture
absorption. )
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FEATURES
The electrode is stable on both AC and DC. Initial arc strike is easy, as is restriking. The weld seams
are smooth, bright and convex in shape. Slag is readily detachable.
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APPLICATIONS

The electrode may be used to weld Hadfield 13/14% manganese steel or similar, or surfacing mild steel
components. As deposited the weld is soft and ductile but under impact loading. it rapidly work hardens and
thus resistant to wear by friction and abrasion. Recommended for rail tracks, crossing parts, crusher rolls,
bucket teeth and similar.
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WELD METAL ANALYSIS COMPOSITION (%) BY Wt.

C Mn Si S Fe
0.5 16 0.3 0.02 Bal.

WELD METAL HARDNESS (ALL WELD METAL)

Hardness values relate HV HRC

to no pre-heat and As Welded <240 <20 K
with minimum

) Work Hardened | 390 - 515 40 - 50
interpass temperature

WELDING AMPERE AC or DC+

@ x Length (mm) 3.2x 350 4.0 x 400 5.0 x 400
Min. 90 140 190
Max. 130 180 240




