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DESCRIPTIONS

H &5 15 8 low hydregen type hardiacing elecirode which gives a deposited metal of typical mar-
tensite structure with the hardness about 650 HY.

Machaning & impossible as welded condition. This is very suitatée for soil abration,

APPLICATIONS
Hardfacing of bulldozer links, bucket edges. dipper teeth, mixer blades, cutter knives, atc.

PROCEDURES

1. In general, preheating is necessary at over than 150°C

2. For multi-layer build-up welding or hardenable steets welding, it is recommendad to underiry
with kow hydrogen type high tesie steel alectrodes,

. The electrodes should be re-dred at 300-350°C for 30-60 minutes before using,
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TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

] Si Mn Cr

0.38 125 0.55 4.37

TYPICAL HARDNESS OF WELD METAL

Conditions ickers (HV) Rockwall (HRC) Shore [(HS)
interpass Tem. 150°C 620 — 890 54 — B0 73 - 80
As welded
BOO°C Post Heat | 450 — 510 46 - 50 82 - 67

SIZE & RECOMMENDED CURRENTS (AC or DC + |

[Dda = Length (mm} 3.2 = 350 40 = 400 5.0 = 400

Cument (Amp.) a0 - 130 130 - 180 180 - 230
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