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Specification  AWS A5 17-89 EM 13K

Description

A fully basic agglomerated all mineral non-alloying flux for
submerged arc welding.

Excellent hot slag release, especially suitable for
continuous welding operations.

Composition

SiO, + TiO, CaO +MgO ALO.+MnO CaF,
20 38 17 19

Application

Universal flux is non-alloying and suitable for use with ferrous based submerged arc welding wires
containing up to 50% alloy content.

Universal flux is suitable for single and multi-pass welding using single or twin wire technique. Welding
currents up to 1200A may be used with either DCEP or DCEN polarity. Universal flux has superior slag
release properies which are maintained at elevated temperatures. “

Physical Data Density :1.2 kg/dm3. Basicity Index: 3

Packaging Universal Flux is 25Kg delivered in plastic bags

Safety

Health and Electric shock can kill. /

Welding produces fumes and gases which can be dangerous to
your health.

Arc rays can injure eyes and burn skin.

It is important to take suitablé brecautions when welding and
follow safe working practices.

These should be based on Welding Manufacturers leaflets 236,
237 and 239

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice
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WLDC 1
.

Nominal All Weld Compos-ition, wt%.

aterial Data Sheet

A flux cored submerged-arc welding consumable for multi-layer
surfacing. To be used with Weldclad UNIVERSAL Flux

Temper Response: for guidance only

C Mn Si Cr Mo 55
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Tempering Temperature, °C.
Welding Parameters: for guidance only
Roll @ (6] Pre heat Polari Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o olarity . .

mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 //' 35 12 (stringer) 50%
>150 24 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*24 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP .or DCEN polarity.

UNIVERSAL Flux:
AWS A5.17-89 EM13K

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO Al,O;+ MnO CaF, 4
20 38 17 19 1;_2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe

working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux Association leaflets 236, 237 and 239.

25Kg plastic sacks

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

1 std data sheet Issue: 1
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aterial Data Sheet

WL D C 2 A flux cored submerged-arc welding consumable for multlj?a
surfacing. To be used with Weldclad UNIVERSAL Flux
Nominal All Weld Composition, wt%. Temper Response: for guidance only
C Mn Si Cr 45
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Tempering Temperature, °C.
Welding Parameters: for guidance only
Roll @ (6] Pre heat Polari Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o olarity . .
mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 /55 12 (stringer) 50%
>150 2.4 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 250 DCEP 117 550 29 150 < 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 <300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10
UNIVERSAL Flux: A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
) slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
AWS A5.17-89 EM13K single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP or DCEN polarity.
Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO Al,O;+ MnO CaF, ! 4
20 38 17 19 1?2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off paék, Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmgd 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers
UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.
The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

a sheet Issue: 1
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aterial Data Sheet

A flux cored submerged-arc welding consumable for multi-layer
surfacing of continuous caster rolls. To be used with Weldclad

WL DC 3 UNIVERSAL Flux

Nominal All Weld Composition, wt%.

Temper Response: for guidance only

C Mn Si Cr Ni Mo Nb \Y 55
o1 1 06 122 25 0.8 0.15 0.15 ) 50
. o 45
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Tempering Temperature, °C.
Welding Parameters: for guidance only
Roll @ (6] Pre heat Polari Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o olarity . .
mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 //' 35 12 (stringer) 50%
>150 2.4 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*24 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

UNIVERSAL Flux:
AWS A5.17-89 EM13K

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP or DCEN polarity.

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO Al,O,+ MnO CaF, .
20 38 17 19 1.2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe

UNIVERSAL Flux

25Kg plastic sacks

working practices. These should be based on the Welding Manufacturers
Association leaflets 236, 237 and 239.

Tel: +44(0) 1252 517766
Fax: +44 (0) 1252 515833

The information contained in this document is typical of the product described but is not guaranteed.

Specification may change without notice

3 std data sheet Issue: 1
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WL D C 3 M C A metal cored welding consumable for gas-shiel
multi-layer surfacing. o
.
Nominal All Weld Composition, wt%. Temper Response: for guidance only
C Mn S Cr Ni Mo Nb v 55
01 1 06 122 27 1.1 0.15 0.15 50 1
0‘:’ 45 -
T
5 40
S g5 -
Microstructure S
£ 30
Martensitic matrix
25 1
20 T T T T T T T T T
400 425 450 475 500 525 550 575 600 625 650
Tempering Temperature, °C.
Welding Parameters: for guidance only / —
a, Pre heat . Current Volts Stick Out, Gas
mm c Process Polarity A) ) (mim) Type (L/min)
1.2 450 Manual DCEP 160-240 26-_3/Q.4 "?35 Ar/20%CO, M21 (15)
1.6 450 Manual DCEP 200-350 28:30 35 Ar/20%CO, M21 (15)
Availability Health and Safety
1.2mm@  13kg reel. Welaing produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can Kill. It is
1.6mm@  13kg reel. important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers
Association leaflets 236, 237 and 239.
The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

eet Issue: 1

Tel: +44(0) 1252 517766 CD R EW' R E Email: info@corewi
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WLDC 3M2H &
0

Nominal Deposit Composition, wt%. Temper Response: for guidance only

two layer deposit - dependent on base material and welding parameters 55

Flux cored submerged-arc welding consumable for
the surfacing of new continuous caster rolls in two

WL DC 3 M 2 L layers. To be used with Weldclad UNIVERSAL Flux

Cc

Mn Si Cr Ni Mo Nb \'%

0.1

Microstructure
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Martensitic matrix O v PNy 35 /\
‘5 4

Hardness, HRc

20 .
400 425 450 475 500 525 550 575 600 625 650

Tempering Temperature, °C.

Derivative Substrate
WLDC 3M2H For app“catlon on 21CrMoV511 type
WLDC 3M2L 42CrMo4 type
7
Welding Parameters: for guidance only
Roll @ (6] Pre heat . Wire Feed Speed Amps Volts Travel Speed Stick Out Bead Width Overlap
o Polarity . ;

Mm mm C Inches / min A V mm/min mm. mm (mm)
<150 24 250 DCEP 160 400 285 .~ 150 35 40 10
>150 2*2.4 250 DCEP 117 550 28.5 150 35 60 10
>150 3.2 250 DCEP 110 500 28.5 150 35 60 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot

UNIVERSAL Flux: slag release, especially suitable for continuous welding operations. Universal Flux is suitable for

AWS A5.17-89 EM13K single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A

may be used with either DCEP or DCEN polarity.

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO Al,O,+ MnO CaF, /

< < P i 1.2Kg/dm? 3 0.6-0.9kg /k Id
20 38 17 19 e g/kgwe
Availability . Health and Safety
24mmQg 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can Kkill. It is
3.2mm@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers
UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

Tel:

Fax: +44 (0) 1252 515833

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

3M2H/L std data sheet Issue: 1
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aterial Data Sheet

WLDC 35S
B

A flux cored submerged arc welding consumable for the
single layer surfacing of new continuous caster rolls. To be
used with Weldclad UNIVERSAL Flux

Nominal Deposit Composition, wt%.

Temper Response: for guidance only

Single layer deposit - dependent on base material and welding parameters 55
C Mn Si Cr Ni Mo Nb \ 50 |
0.1 1 0.6 12.2 2.7 1.1 0.15 0.15

45
Microstructure

Martensitic matrix

x

20 \ \
400 425 450 475 500 525 550 575 600 625 650

Derivative Substrate
WLDC 3S A 43A / 355 type
WLDC 3S B o 21CrMoV511
For application on
WLDC 3S C ENS8
WLDC 3S D 42CrMo4 —
WLDC 3S E WLDC 69 Buffer

Tempering Temperature, °C.

Welding Parameters: for guidance only

"Travel Speed  Stick Out

Roll @ (0] Pre heat . Wire Feed Speed Amps Volts Bead Width Overlap
o Polarity . 3
mm mm C Inches / min A Vv mm/min mm. mm (mm)
<150 24 250 DCEP 160 400 28.5 150 35 40 10

UNIVERSAL Flux:
AWS A5.17-89 EM13K

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP or DCEP polarity.

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO ALO,+ MnO CaF, .
e < e 2 ¥, 2 -
20 38 17 19 1:2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm@Q 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can Kkill. It is
UNIVERSAL Flux 25Kg plastic sacks important to take suitable precautions when welding and follow safe

Tel: +44(0) 1252 517766
Fax: +44 (0) 1252 515833

The information contained in this document is typical of the product described but is not guaranteed.

working practices. These should be based on the Welding Manufacturers
Association leaflets 236, 237 and 239.

Specification may change without notice

std data sheet Issue: 1

Email: info@corewire.com
www.corewire.com
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An

WLDC 3XCR
B

Nominal All Weld Composition, wt%.

consumable for multi-layer surfacing of continuous caster
rolls.

_terial Data Sheet

enhanced flux cored submerged-arc welding

To be used with Weldclad UNIVERSAL Flux

Temper Response: for guidance only

55
o] N Mn Si Cr Ni Mo
006 006 1 06 1175 31 16 501
. . 45
Microstructure e
I
. ] - 40
Martensitic matrix A
£ 35
3
I 30 -
25
20 ‘ ‘ | | ‘ ‘ ‘ | |
400 425 450 475 500 525 550 575 600 625 650
Tempering Temperature, °C.
Welding Parameters: for guidance only
Roll @ (6] Pre heat Polari Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o olarity . .
mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 /»-" 35 12 (stringer) 50%
>150 24 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*24 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

UNIVERSAL Flux:
AWS A5.17-89 EM13K

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP .or DCEN polarity.

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO Al,O;+ MnO CaF, 4
20 38 17 19 1I}2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off paék, Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe

UNIVERSAL Flux 25Kg plastic sacks

working practices. These should be based on the Welding Manufacturers
Association leaflets 236, 237 and 239.

The information contained in this document

Specification may change without notice

is typical of the product described but is not guaranteed.

Issue: 1
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&)\ _terial Data Sheet

An enhanced flux cored submerged-arc welding

WL DC 3 HT consumable for multi-layer surfacing of continuous caster

rolls. To be used with Weldclad UNIVERSAL Flux

Nominal All Weld Composition, wt%. Temper Response: for guidance only
C Mn Si Cr Ni Mo 50
0.1 1 0.6 11.75 3.1 3 45
Microstructure & 40
I
Martensitic matrix @
o0 35
()]
c
©
& 30 -
T
25 1
20 T T T T T T T T T

400 425 450 475 500 525 550 575 600 625 650

Tempering Temperature, °C.
Welding Parameters: for guidance only

Roll @ 16} Pre heat . Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o Polarity . )

mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 /,--- 35 12 (stringer) 50%
>150 2.4 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 250 DCEP 117 550 29 150 < 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 ~ 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

UNIVERSAL Flux: A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot

AWS A EM13K slag release, especially suitable for continuous welding operations. Universal Flux is suitable for

5.17-89 13 single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A

may be used with either DCEP .or DCEN polarity.

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO Al,O;+ MnO CaF, 4
20 38 17 19 1I}2Kg/dm 3 0.6-0.9kg /kg weld

Availability Health and Safety

24mm @ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is

32mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

T std data sheet Issue: 1
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WLDC 3Co
B

Nominal All Weld Composition, wt%.

Weldclad UNIVERSAL Flux

laterial Data Sheet

_ -
A flux cored submerged-arc welding consumable for mu
layer surfacing of continuous caster rolls. To be used wi

Temper Response: for guidance only

. : 50
C Mn Si Cr Ni Mo Co
0.1 1 06 122 27 1.1 2 3 45
T40-
Microstructure -
» 35 |
Martensitic matrix $
<
230 1
(4]
I 25 il
20 T T T

Welding Parameters: for guidance only

400 425 450 475 500 52
Tempering Temperature, °C.

5 550 575 600 625 650

Roll @ (6] Pre heat . Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o Polarity ; .

mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 / 35 12 (stringer) 50%
>150 2.4 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 " 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

UNIVERSAL Flux:
AWS A5.17-89 EM13K
may be used with either DCEP or DCEN polarity.

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO ALO.+MnO CaF, y A
= = = < / .6-0.9kg /k |
20 38 17 19 1/2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
2.4mm Q@ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
3.2mm@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers
UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

Specification may change without notice

data sheet Issue: 1

—COREWIRE

HARDFACING CONSUMABLES
istered office: Station Road Wes

Tel: +44(0) 1252 517766
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The information contained in this document is typical of the product described but is not guaranteed.
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A fl

WL DC 4 surfacing of hot strip mill process rolls including pinch rolls an

edger rolls. To be used with Weldclad UNIVERSAL Flux

Nominal All Weld Composition, wt%. Temper Response: for guidance only
C Mn Si Cr Mo Nb 60
0.6 1 1 5 1 35 551
450
Microstructure a5
Martensitic matrix j §40 B
S35 -
[
T30 |
25 -
20 T T T T T T T

450 475 500 525 550 575 600 625 650
Tempering Temperature, °C.

Welding Parameters: for guidance only

Roll @ 16} Pre heat Polarit Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
mm mm °C y Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 / '35'. 12 (stringer) 50%
>150 2.4 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10
UNIVERSAL Flux: A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot

slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP or DCEN polarity.

AWS A5.17-89 EM13K

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO ALO.,+ MnO CaF, '
< < = 2 2K 2 .6-0.9kg /k |
20 38 17 19 1/2 g/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off paék_ Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmgd 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers
UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

a sheet Issue: 1
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laterial Data Sheet

An flux cored submerged-arc welding consumabl 'f

WL DC 5 multi-layer surfacing of Hot Strip Mill rolls. To be used wi
Weldclad UNIVERSAL Flux.

Nominal All Weld Composition, wt%. Temper Response: for guidance only
55
C Mn Si Cr Ni Mo
50 -
0.13 1 0.6 9 1.75 1 .
8 45 -
Microstructure T 40
2
Martensitic matrix g 35 A
£ 30
25 |
20 T T T T T T T T T

400 425 450 475 500 525 550 575 600 625 650
Tempering Temperature, °C.

Welding Parameters: for guidance only

Roll @ 16} Pre heat Polarit Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
mm mm °C y Inches / min A \ mm/min mm. mm (mm)
< . - 35 stringer b
150 24 250 DCEP 110 300 29 300 '35 12 (stri 50%
>150 2.4 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 224 250 DCEP 117 550 29 150 « 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10
. ully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
UNIVERSAL Flux A fully basic, all mi | lloyi | flux f b d Iding. Excellent h
AWS A EM13K slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
5.17-89 13 single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A

may be used with either DCEP or DCEN polarity.

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO ALO.,+ MnO CaF, '
< < = 2 2K 2 .6-0.9kg /k |
20 38 17 19 1/2 g/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off paék_ Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmgd 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers
UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

ta sheet Issue: 1
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WLDC 5Mod

'_aterial Data Sheet

An enhanced flux cored submerged-arc wélding
consumable for multi-layer surfacing of Hot Strip Mill
rolls. To be used with Weldclad UNIVERSAL Flux

Nominal All Weld Composition, wt%.

Temper Response: for guidance only

60

C Mn Si Cr

55 A

0.25 1 0.6 9

50

Microstructure 45 -

Martensitic matrix
40 A

35 1

Hardness, HRc.

30 1

25

20 T T T T T T T T T
400 425 450 475 500 525 550 575 600 625 650

Tempering Temperature, °C.

Welding Parameters: for guidance only

Roll @ 16} Pre heat . Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o Polarity . )

mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 /"'35 12 (stringer) 50%
>150 24 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 " 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP .or DCEN polarity.

UNIVERSAL Flux:
AWS A5.17-89 EM13K

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO ALO.,+ MnO CaF,
> > 223 2 1. 2 .6-0.9kg /k |
20 38 17 19 f?Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off paék_ Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmgd 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe

working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

Jd std data sheet

—COREWIRE

HARDFACING CONSUMABLES
egistered office: Station Road West,

Issue: 1
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Fax: +44 (0) 1252 515833




WLDC 5XCR
B

"H‘ =y X

Material Data Sheet

An enhanced flux cored submerged-arc wélaingi
consumable for multi-layer surfacing of Hot Strip Mill
rolls. To be used with Weldclad UNIVERSAL Flux.

Nominal All Weld Composition, wt%.

Temper Response: for guidance only

55
C Mn Si Cr Ni Mo
50 H
0.15 1 0.6 9 2 3 .
& 45 1
Microstructure T 40
[]
Martensitic matrix g 35
£ 30
25 4
20 T T T T T T T T T
400 425 450 475 500 525 550 575 600 625 650
Tempering Temperature, °C.
Welding Parameters: for guidance only
Roll @ (6] Pre heat Polari Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o olarity . .
mm mm C Inches / min A Vv mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 /"'35 12 (stringer) 50%
>150 24 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*24 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 " 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP .or DCEN polarity.

UNIVERSAL Flux:
AWS A5.17-89 EM13K

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO ALO.,+ MnO CaF, A
< = R 3 / .6-0.9kg /k |
20 38 17 19 1{2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off paék_ Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmgd 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe

working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

R std data sheet Issue: 1

—COREWIRE

HARDFACING CONSUMABLES
egistered office: Station Road West,
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'_aterial Data Sheet

An enhanced flux cored submerged-arc wélding
consumable for multi-layer surfacing of Hot Strip Mill
rolls. To be used with Weldclad UNIVERSAL Flux.

WLDC 5HT
B

Nominal All Weld Composition, wt%.

Temper Response: for guidance only

60
C Mn Si Cr Mo
55 1
0.25 1 0.6 9 3 6 50
o
Microstructure T 451
[}
" , g 407
Martensitic matrix _§ 35 -
<
T 30
25
20 T T T T T T T T T
400 425 450 475 500 525 550 575 600 625 650
Tempering Temperature, °C.
Welding Parameters: for guidance only
Roll @ (6] Pre heat Polari Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o olarity . )
mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 /"'35 12 (stringer) 50%
>150 24 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 " 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP .or DCEN polarity.

UNIVERSAL Flux:
AWS A5.17-89 EM13K

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO ALO.,+ MnO CaF,
< < = £ 1. 3 .6-0.9kg /k |
20 38 17 19 ‘?Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
2.4mm Q@ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
3.2mm@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe

UNIVERSAL Flux 25Kg plastic sacks

working practices. These should be based on the Welding Manufacturers
Association leaflets 236, 237 and 239.

Tel: +44(0) 1252 517766
Fax: +44 (0) 1252 515833

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice
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N h d
A flux-cored submerged-arc welding consumable produc{nlm_g
precipitation hardening stainless steel deposit. a

WL D C 6 To be used with Weldclad UNIVERSAL Flux
. i -

Nominal All Weld Composition, wt%.

Temper Response: for guidance only

. . 50
C Mn Si Cr Ni Mo Nb Cu
005 1 06 14 52 14 04 1.5 451
40 A
Microstructure g
35 A
I
Martensitic matrix @
& 30 1
5
5 251
T
20
15
10 T T T T T T T T T
400 425 450 475 500 525 550 575 600 625 650
Tempering Temperature, °C.
Welding Parameters: for guidance only
Roll @ (0] Pre heat Polari Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width...-Overlap
o olarity } .
mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 /'35 12 (stringer) 50%
>150 24 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*24 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 “" 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP .or DCEN polarity.

UNIVERSAL Flux:
AWS A5.17-89 EM13K

Composition Density Basicity Consumption
Si0, + TiO, CaO + MgO AlLO,+ MnO CaF,
< < P 3 1. 2 .6-0.9kg /k I
20 38 17 19 f?Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off paék_ Welding produces fumes and gases which can be dangerous to your

32mmgd 25kg spool. 300kg pay-off pack

UNIVERSAL Flux 25Kg plastic sacks

health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers
Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice
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Mlaterial Data Sheet

A flux cored submerged-arc welding consumable for multl-JIa.

WL DC 8 surfacing of hot strip mill process rolls including table rolls.

To be used with Weldclad UNIVERSAL Flux

Nominal All Weld Composition, wt%. Temper Response: for guidance only
55
C Mn Si Cr Mo \
0.3 1 0.6 12.2 0.75 0.15 50
Microstructure s *®
T 40
Martensitic matrix @
1))
£ 35-
3
I 30 -
25 A
20 T T T T T T T T T

400 425 450 475 500 525 550 575 600 625 650
Tempering Temperature, °C.

Welding Parameters: for guidance only

Roll @ (0] Pre heat . Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width...-Overlap
o Polarity . ;
mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 / 35 12 (stringer) 50%
>150 2.4 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 250 DCEP 117 550 29 150 -~ 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 “" 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10
UNIVERSAL Flux: A fully basic, all min_eral, nen-alloying agglomerate fI_ux for submerged arc weIding._ExceIIent hot
AWS A EM13K slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
5.17-89 13 single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A

may be used with either DCEP or DCEN polarity.

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO ALO.,+ MnO CaF,
< = = < 1. 2 .6-0.9kg /k |
20 38 17 19 f?Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off paék_ Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmgd 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers
UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

a sheet Issue: 1

Tel: +44(0) 1252 517766 | CD R EWI R E Email: info@co!'ewire.com

Fax: +44 (0) 1252 515833 — www.corewire.com
HARDFACING CONSUMABLES

istered office: Station Road Wes




aterial Data Sheet

Low alloys flux-cored submerged-arc welding consumable fo

W L D C 9 & 1 O build-up, maintenance and repair.
To be used with Weldclad UNIVERSAL Flux

. - As Welded
o,
Nominal All Weld Composition, wt%. Hardness,
C Mn Si Cr Mo Hv
WLDC 9 0.1 1 0.5 0.1 0.5 160
WLDC 10 0.1 1.5 0. 1.25 0.5 270
Welding Parameters: for guidance only
Roll @ (%) Pre heat . Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width  Overlap
o Polarity . .

mm mm C Inches / min A \Y mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 35 12 (stringer) 50%
>150 2.4 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 300 7 "~ 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot

UNlVERSAL Flux: slag release, especially suitable for continuous welding operations. Universal Flux is suitable for

AWS A5.17-89 EM13K single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DC+ve or DC-ve polarity.
Composition Density Basicity Consumption
Si0, + TiO, CaO + MgO ALO.+ MnO CaF, '2
20 38 17 19 1.2Kg/dm 3 0.6-0.9kg /kg weld
Availability
.‘H. /
1.2mm g f
13Kg +25kg Coils
1.3mm @ Health and Safety
2.4mmQ@ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
3.2mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

10 std data sheet Issue: 1
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Fax: +44 (0) 1252 515833 www.corewire.com
HARDFACING CONSUMABLES

. Registered office: Station Road West,




W L D‘ 1 1 1 1 F 1 2 consumable for build-up, maintenance and repair.
) ) To be used with Weldclad UNIVERSAL Flux

aterial Data Sheet

A family of flux cored submerged-arc welding

Nominal All Weld Composition, wt%. Ay
C Mn Si Cr Mo HRc

WLDC 11 0.15 1 0.5 2.5 0.5 34

WLDC 11F 0.15 1 0.5 3.5 0.7 40

WLDC 12 0.15 1 0.5 3.5 - 38

Welding Parameters: for guidance only

Roll @ (%) Preoheat Polarity Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width  Overlap

mm mm C Inches / min A \Y mm/min mm. mm (mm)
<150 2.4 250 DCEP 110 300 29 300 35 12 (stringer) 50%
>150 24 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 2.4 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 300 35 12 (stringer)  50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
UNlVERSAL Flux: slag release, especially suitable for continuous‘welding operations. Universal Flux is suitable for
AWS A5.17-89 EM13K single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DC+ve or DC-ve polarity.

Composition Density Basicity Consumption
Si0, + TiO, CaO + MgO ALO,+ MnO CaF, 4
20 38 17 19 1.2Kg/dm 3 0.6-0.9kg /kg weld
Availability
.'H.
1.2mmJ

13Kg +25kg Coils

1.3mm @ Health and Safety

2.4mmQ@ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is

3.2mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

11F 12 std data sheet

Issue: 1

Tel: +44(0) 1252 517766 : CD R EWI R E Email: info@corewire.com

Fax: +44 (0) 1252 515833
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WLDC 15
B

Nominal All Weld Composition, wt%.

A low-alloy buffer material designed for application o
substrate with up to 1.2wt% carbon substrate prior tc
hardfacing. To be used with Weldclad UNIVERSAL Flux

UNIVERSAL Flux:

C Mn Si Cr Mo Nb
0.04 1 0.6 4.5 0.8 1.2
Welding Parameters: for guidance only
Roll @ (0] Preoheat Polarity Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width  Overlap
mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 2.4 250 DCEP 110 300 29 300 35 12 (stringer) 50%
>150 2.4 250 DCEP 130 350 29 300 35 12 (stringer)  50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10
==

AWS A5.17-89 EM13K

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP or DCEN polarity.

Composition Density Basicity Consumption
Si0, + TiO, CaO +MgO AlL,O;+ MnO CaF, 4
20 38 17 19 1.2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
2.4mmQ@ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can Kkill. It is
3.2mmgd 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe

working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux

25Kg plastic sacks

Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

Jtd data sheet
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WLDC 17

Nominal All Weld Composition, wt%.

wrapper rolls. To be used with Weldclad UNIVERSAL Flu

Temper Response: for guidance only

C Mn Si Cr Mo 60
0.3 1 0.6 5 3 551
. 50 1
Microstructure <
T 45
Martensitic matrix g“ 40
2
T 35
T
30 -
25
20 T T T T T T T T T T
400 425 450 475 500 525 550 575 600 625 650 675
Tempering Temperature, °C.
Welding Parameters: for guidance only
Roll @ 16} Pre heat Polari Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o olarity X .
mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 350 DCEP 110 300 29 300 /'35 12 (stringer) 50%
>150 24 350 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 350 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 350 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 350 DCEP 75 375 30 " 300 35 12 (stringer) 50%
>150 3.2 350 DCEP 110 500 29 150 35 60 (oscillated) 10

UNIVERSAL Flux:
AWS A5.17-89 EM13K

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP .or DCEN polarity.

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO Al,O;+ MnO CaF, 4
20 38 17 19 1ng/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off paék_ Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmgd 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe

UNIVERSAL Flux

25Kg plastic sacks

working practices. These should be based on the Welding Manufacturers
Association leaflets 236, 237 and 239.

Tel: +44(0) 1252 517766
Fax: +44 (0) 1252 515833

The information contained in this document is typical of the product described but is not guaranteed.

Specification may change without notice
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WLDC 18
B

Nominal All Weld Composition, wt%.

aterial Data Sheet

A flux cored submerged-arc welding consumable for multi-
layer surfacing of continuous caster rolls. To be used with
Weldclad UNIVERSAL Flux

Temper Response: for guidance only

. . 50
C Mn Si Cr Ni Mo

0.08 1 0.65 13 4 0.4 457
40 A

Microstructure K
T 35 b

Martensitic matrix %)
@ 30 1

5
5 251

T
20 A
15 1

10 T T T T T T T T T
400 425 450 475 500 525 550 575 600 625 650
Tempering Temperature, °C.
Welding Parameters: for guidance only
Roll @ (6] Pre heat Polari Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o olarity . .

mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 //' 35 12 (stringer) 50%
>150 24 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*24 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP .or DCEN polarity.

UNIVERSAL Flux:
AWS A5.17-89 EM13K

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO Al,O;+ MnO CaF, A
20 38 17 19 1I;_2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off paék, Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe

working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

18 std data sheet Issue: 1

Tel: +44(0) 1252 517766
Fax: +44 (0) 1252 515833

—COREWIRE

HARDFACING CONSUMABLES
64. Registered office: Station Road West, A

Email: info@corewire.com
www.corewire.com



aterial Data Sheet

An over-alloyed flux cored submerged-arc welding consumable with
W L D < 1 9 M enhanced molybdenum levels designed to be used as a preparation
layer prior to cladding. To be used with Weldclad UNIVERSAL Flux

Nominal All Weld Composition, wt%.
C Mn Si Cr Ni

0.08 0.75 0.65 17 0.8

Welding Parameters: for guidance only

Roll @ (0] Pre heat Polarit Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width  Overlap
mm mm °C y Inches / min A Vv mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 35 12 (stringer) 50%
>150 2.4 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10
.4//. -
UNIVERSAL Flux: A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot

slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP or DCEN polarity.

AWS A5.17-89 EM13K

Composition Density Basicity - ' Consumption
Si0, + TiO, CaO +MgO AlL,O;+ MnO CaF, 4
20 38 17 19 1.2Kg/dm 3 0.6-0.9kg /kg weld

Availability Health and Safety

24mm@Q@ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can Kkill. It is

3.2mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux 25Kg plastic sacks - Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice
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_terial Data Sheet

A series of flux cored submerged-arc welding

WL D C 5 9 : 6 9 : 75 consumable designed for build-up welding.

To be used with Weldclad UNIVERSAL Flux

Nominal All Weld Composition, wt%.

C Mn Si Cr Ni Mo
WLDC 59 0.07 1.3 0.5 - 1.2 0.5
WLDC 69 0.07 1 0.5 1.2 2.25 0.5
WLDC 75 0.1 1 0.5 1.2 0.3 1

Typical Mechanical Properties.
Dependent on tempering temperature, welding procedure and parameters.

Rmo0.2 Rp El RA Charpy Impact

(MPa) (MPa) (%) (%) (Joules)
WLDC 59 420-520  590-620 ~30 ~70 ~100
WLDC 69 620-695  725-930 ~20 ~60 ~38
WLDC 75 610-775  820-945 ~13 ~60 ~20

Welding Parameters: for guidance only

Roll @ (0] Pre heat . Wire Feed Speed Amps Volts Travel Spef-)g Stick Out  Bead Width Overlap
o Polarity . .

Mm mm C Inches / min A \Y mm/min mm. mm (mm)
<150 24 250 DCEP 160 400 28.5 150 35 40 10
>150 2*24 250 DCEP 117 550 28.5 150 35 60 10
>150 3.2 250 DCEP 110 500 285 - 150 35 60 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
UNIVERSAL Flux: slag release, especially suitable for continuous welding operations. Universal Flux is suitable for

AWS A5.17-89 EM13K single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DC+ve or DC-ve polarity.

Composition Density Basicity Consumption
Si0, + TiO, CaO + MgO ALO,+ MnO CaF, 5
20 38 17 19 1.2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm@ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
3.2mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
- working practices. These should be based on the Welding Manufacturers
UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

59 69 75 std data sheet Issue: 1
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lJaterial Data Sheet

'q'
A flux cored submerged-arc welding consumable
producing a high quality 29Cr-9Ni deposit.

WLDC 700
B

Nominal All Weld Composition, wt%.

C Cr Ni Mo Fe
0.1max 29 9 0.5 Bal
Microstructure

Austenitic matrix

Welding Parameters: for guidance only

Roll @ (%] Pre heat Polarit Wire Feed Speed Amps Volts Travel Speed  StickOut Bead Width Overlap
mm mm °C Y Inches / min A \Y mm/min / mm. mm (mm)

<150 24 250 DCEP 160 400 28.5 150 35 40 10
>150 3.2 250 DCEP 110 500 28.5 150 35 60 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
UNIVERSAL Flux: slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
AWS A5.17-89 EM13K single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP or DCEN polarity.

Composition Density / Basicity Consumption
Si0, + TiO, CalO +MgO Al,O,+ MnO CaF, 4
20 38 17 19 1.2Kg/dm 3 0.6-0.9kg /kg weld

Availability Health and Safety

24mmQ@ 25kg spool. 250kg pay-off pack; Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is

3.2mm@d 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice
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- ¢ | /Material Data Sheet

A flux cored submerged-arc welding consumable

WL D C 800 designed for the cladding of continuous caster foot rolls.

A cost effective alternative to nickel based materials.

JREIEBle on a trial basis only -

Nominal All Weld Composition, wt%.

C Cr Ni Mo Fe
0.1 20 20 6 Bal
Microstructure

Welding Parameters: for guidance only

Roll @ (%] Pre heat Polari Wire Feed Speed Amps Volts Travel Speed Stick Out Bead Width Overlap
o olarity . . -
mm mm C Inches / min A \Y mm/min 7 mm. mm (mm)
<150 24 250 DCEP 160 400 28.5 150 35 40 10
>150 3.2 250 DCEP 110 500 28.5 150 35 60 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
UNIVERSAL Flux: slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
AWS A5.17-89 EM13K single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP or DCEN polarity.

Composition Density Basicity Consumption
Si0, + TiO, CaO + MgO ALO,+ MnO CaF, 4
20 38 17 19 1.2Kg/dm 3 0.6-0.9kg /kg weld

Availability Health and Safety

24mmQ@ 25kg spool. 250kg pay-off pack; Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is

3.2mm@d 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

800 std data sheet Issue: 1
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A nickel based flux cored submerged-arc wel

WL DC 900 consumable designed for the cladding of continuot .
caster foot rolls subject to corrosion and erosion.

Nominal All Weld Composition, wt%.

Ni Cr Mo Nb
Bal 22 9 3.8
Microstructure

austenitic

Welding Parameters: for guidance only

Roll @ (%] Pre heat Polarit Wire Feed Speed Amps Volts Travel Speed Stick Out Bead Width Overlap
mm mm °C Y Inches / min A \Y mm/min /mm. mm (mm)

<150 24 N/A DCEP 160 400 28.5 150 35 40 10

>150 3.2 N/A DCEP 110 500 28.5 150 35 60 10

During welding the temperature of the roll should not exceed ~150°C

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
UNIVERSAL Flux: slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
AWS A5.17-89 EM13K single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP or DCEN polarity.

Composition Density / Basicity Consumption
Si0, + TiO, CalO +MgO Al,O,+ MnO CaF, 4
20 38 17 19 1.2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mmQ@ 25kg spool. 250kg pay-off pack: Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can Kill. It is

3.2mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
‘ working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

ta sheet Issue: 1
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| iterial Data Sheet

A flux cored submerged-arc welding consumable for multi-
layer surfacing of hot strip mill process rolls including table

WLDC 2000
B

Nominal All Weld Composition, wt%.

rolls. To be used with Weldclad UNIVERSAL Flux

Temper Response: for guidance only

C  Mn S cr Ni Mo W v 55
0.25 1 0.6 11.75 1.5 2 0.8 0.5 50
. ) 4
Microstructure o 45
Martensitic matrix g 40 1
S 35 -
e
30 -
25 1
20 T T T T T T T T T
400 425 450 475 500 525 550 575 600 625 650
Tempering Temperature, °C.
Welding Parameters: for guidance only
Roll @ 16} Pre heat Polari Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o olarity X .

mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 2.4 250 DCEP 110 300 29 300 o 35 12 (stringer) 50%
>150 2.4 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 2.4 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*24 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP .or DCEN polarity.

UNIVERSAL Flux:
AWS A5.17-89 EM13K

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO Al,O;+ MnO CaF, A
20 38 17 19 1.;2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe

working practices. These should be based on the Welding Manufacturers

UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this‘Ldocument is typical of the product described but is not guaranteed.
Specification may change without notice

2000 std data sheet
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- ¢ '/ Material Data Sheet

A flux cored submerged-arc welding consumable for multi-layer
surfacing of continuous caster rolls. To be used with Weldclad

WL DC 3 N UNIVERSAL Flux
I

Nominal All Weld Composition, wt%. Temper Response: for guidance only
C N Mn Si Cr Ni Mo 55
006 006 1 06 122 25 08 950
. o 45 -
Microstructure T
__ o 40 1
Martensitic matrix SRR ; i @
» {-». " X ; c 35 4
) 2
4 S 30 -
25
20 T T T T T T T T T
400 425 450 475 500 525 550 575 600 625 650
Tempering Temperature, °C.
Welding Parameters: for guidance only
Roll @ (6] Pre heat . Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width....Overlap
o Polarity ; .

mm mm C Inches / min A \ mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 //' 35 12 (stringer) 50%
>150 2.4 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*2.4 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 “ 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

UNIVERSAL Flux: A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot

’ slag release, especially suitable for continuous welding operations. Universal Flux is suitable for

AWS A5.17-89 EM13K . . . ] : L : )

single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP or DCEN polarity.

Composition Density Basicity Consumption
SiO, + TiO, CaO + MgO Al,O.+ MnO CaF, .

20 38 17 19 1.2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm @ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can kill. It is
32mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe
working practices. These should be based on the Welding Manufacturers
UNIVERSAL Flux 25Kg plastic sacks Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice

N std data sheet Issue: 1
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terial Data Sheet

WLDC 19XCR
B

Nominal All Weld Composition, wt%.

An over-alloyed flux cored submerged-arc welding consumable with
enhanced molybdenum levels designed to be used as a preparation
layer prior to cladding. To be used with Weldclad UNIVERSAL Flux

C Mn Si Cr Ni Mo

0.08 0.75 0.65 17 0.8

1.5wt%

Welding Parameters: for guidance only

Roll @ 10} Pre heat . Wire Feed Speed Amps Volts  Travel Speed Stick Out  Bead Width  Overlap
o Polarity . .

mm mm C Inches / min A Vv mm/min mm. mm (mm)
<150 24 250 DCEP 110 300 29 300 35 12 (stringer) 50%
>150 24 250 DCEP 130 350 29 300 35 12 (stringer) 50%
<150 24 250 DCEP 160 400 29 150 35 40 (oscillated) 10
>150 2*24 250 DCEP 117 550 29 150 35 60 (oscillated) 10
>150 3.2 250 DCEP 75 375 30 300 35 12 (stringer) 50%
>150 3.2 250 DCEP 110 500 29 150 35 60 (oscillated) 10

>~

UNIVERSAL Flux:
AWS A5.17-89 EM13K

A fully basic, all mineral, non-alloying agglomerate flux for submerged arc welding. Excellent hot
slag release, especially suitable for continuous welding operations. Universal Flux is suitable for
single and multi-pass welding using single or twin wire technique. Welding currents up to 1200A
may be used with either DCEP or DCEN polarity.

Composition Density Basicity Consumption
Si0, + TiO, CaO +MgO AlL,O;+ MnO CaF, 4
20 38 17 19 1.2Kg/dm 3 0.6-0.9kg /kg weld
Availability Health and Safety
24mm@Q@ 25kg spool. 250kg pay-off pack. Welding produces fumes and gases which can be dangerous to your
health. Arc rays can injure eyes and burn skin. Electric shock can Kkill. It is
3.2mmQ@ 25kg spool. 300kg pay-off pack important to take suitable precautions when welding and follow safe

UNIVERSAL Flux 25Kg plastic sacks

working practices. These should be based on the Welding Manufacturers
Association leaflets 236, 237 and 239.

The information contained in this document is typical of the product described but is not guaranteed.
Specification may change without notice
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