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For intermetallic abrasion
qis : DF 24-400-8
H-350

Gripend Colour = Blup
DESCRIPTIONS

H 350k a low hydrogen Typee harcdfacng sectrode which geves 8 good crack resstancg and Toughness:
wilh hardness about 350 HY.

The deposited metal i machinable and its hordeness ncreases by quenchmg after machireng
Thits ks suitable for intermelslic sbeation and meditem impact abrasion

APPLICATIONS
Hardiacing of the wom-out pans such as shafts, tres, geans, whoobs, rollers

PROCEDURES
1. In general, prehesaling B unneceseary ol i 5 recommeended to pre-haeat aboul 150-2000C lor

hardtactng of large scale casting, low alloy steels or gh carbon steels.
2. The electrodes should be re-dned at 300-350°C for 30-60 mimdes balone wsaing

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

[+ 5i L Cr

047 [T 1.35 113

TYPICAL HARDNESS OF WELD METAL

Cronaditions Vickers (HV) Frockwall [HRG) Shiowar (HS)

A weided 0400 | 3641 50 59

BHOC Ol Quenching | 480 520 a8 - 51 B4 - 67
SIZE & RECOMMENDED CURRENTS (AC or DG 1 )

Dz > Liangthy (rrem) A2 w250 | 4.0% 400 500 % 400

Gurrent (Amp.) T e0 130 130 180 18
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