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HATHRE CLASSIFICATION

54 GB T17853 TS410-F C1 1 AWSAS5.22 E410T1-11SO  17633AT13PC1 1

FRRFME DESCRIPTION

SW-EA10 £Eplis378 11-13 Cr, 2IRESBEMBRVF2ADEAE. HTTMREGEBNERYE, FTEHTIANIEERE. HEERERR
ENNNAREEESHLASNES. BERATERN DTRESELNEEIE. SIHsER,

SW-E410 has a main composition of 11-13% chromium (Cr), and the microstructure of the all-weld metal is almost entirely martensitic. In order to
achieve sufficient ductility of the weld, preheating and post-weld heat treatment are required. The most common application of this type of filler metal

is welding alloys with similar compositions. It is also used to deposit overlay on carbon steel to resist corrosion, erosion or abrasion.

JZFH APPLICATIONS
IEFTIREE 06Cr13 & 13Cr DEGAAAEN, thalAFmith. MIERERE.
It is suitable for welding 13Cr martensitic stainless steels such as 06Cr13. It can also be used for surface surfacing to achieve corrosion resistance and

wear resistance.

EEJESEEY CURRENT TYPE  IS#OiEErEMR Dc+  IIAZE{FIF PROCESS  100%CO2 Gas-shielded Welding

S35 WELDING POSITIONS %, fBig. Mg, szm g, sza R Flat, fillet, tilt, vertical up , vertical down

NS B CHEMICAL COMPOSITION OF WELDED METAL %

InH C Si Mn P S Cu Ni Cr Mo
GB/T Standard <0.12 <1.00 <1.2 <0.040 <0.030 <0.75 <0.6 11.0-13.5 <0.75
f5{& Typical values 0.038 0.45 0.45 0.024 0.004 0.035 0.04 11.8 0.05

IBEE B SRS MECHANICAL PROPERTIES OF WELDED METAL

H3mE RV RPVPE R U (MPa)  AfSKSE (%) WRIEE (O KV2()
GB/T Standard >390 490-670 >18 227
-20
f5{&E Typical values 470 556 27 115

Y&V 2%4 OPERATING CONDITIONS

E1& Diameter [mm] @1.0 ¢1.2 ¢1.6
T2 Flat 120-200 140-220 200-300
EBi7 Current [A]
EITIR MR v-Up&Overhead 100-160 140-180 220-320
3% PACKAGING
5kg 12.5kg #BZE Coil WRTLAESIE b EZEF A Other packaging and other diameters: please consult us
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