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HARDFACING HX-850 WELDMAXX
For Heavy Soil Abrasion
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DESCRIPTION

HX-850 is a lime titania type electrode, the deposited metal contains C and Cr as principal
elements. It has extremely high hardness caused by precipitation of coarse chrome carbide. It is
most suitable for overlaying of parts subjected to heavy soil abrasion but also in corrosive
environment and elevated temperatures.

APPLICATIONS

For surfacing of feeder screws, crushers, earth-moving
machines, pump impeller, worn parts on farm equipment an
forestry tools.

INSTRUCTIONS FOR WELDING

1. Dry the electrodes at 150° ~ 200° C for 30 ~ 60 minutes before use.

2. Choose the welding current within the suitable welding current range.

3. Preheat at 200°C and over. Post heat at 550° ~ 600°C after welding and cool gradually to
avoid cracking, if possible.

4. Underlay with austenitic stainless electrodes (E307) to avoid cracking in the case of multi layer
welding of 13% manganese steel or hardenable steel.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

C Si S P Mu Cr
4.26 0.47 0.015 0.020 1.28 45.64
HARDNESS OF WELD METAL
Vickers
WELDING CONDITION (HV)
i Preheating-Interpass 150°C | 740 ~ 940 _ 62 ~ 68
Preheating-Interpass 300°C 700 ~ 820 60 ~ 65
SIZE AVAILABLE AND RECOMMENDED CURRENTS

Size Diameter 3.2 4.0 5.0
(mm) Length 350 _ 400 _ 400
Current Range (Amp) 110 ~ 160 170 ~ 220 190 ~ 260




