FCW 309L
electarc

: High productivity 309L type
WELDING Flux cored wire

Classification

AWS A5.22 : E309LTO-1/-4 ISO 17633-A : T2312L RM21(C1) 3

Description & Applications

Flux cored wire for gas shielded (Ar + CO,) arc welding for 309L stainless steel and for dissimilar joining
type 304 or 316 on low alloys steels. The high ferrite content allows an important dilution without cracks.
Flux cored wire with high productivity in down hand and fillet welding. Easy slag removal.

Main applications: Pressure vessels, maintenance and repair. Buttering before Low carbon cladding or
Final hardfacing

Typical Chemical Composition ( % )

C Si Mn Cr Ni Mo Cu P S Fe
0.03 0.70 1.4 23.5 13.0 0.10 0.10 0.02 0.008 Rem.

All Weld Metal Mechanical Properties

Rpo2 (MPa) Rm (MPa ) As (%) | KV (J)
460 580 32 | -60°C 40

Welding Current & Instructions

: Wire @ Welding parameters i
Welding mode (mm) Current (A) Voltage (V) Stick out (mm) Shielding Gas
FCAW 1.2 100 - 280 23-33 10-25 oo (1A4r }gg:)
— 2
=+ 1.6 150 - 400 23-35 10-25 12 - 20 /min
I
|

FT En-CN09-160211

Liability: This document is intended to assist the user in choosing the product. It is up to the user to verify that the chosen product is suitable for applications for which it is intended.

The company FSH Welding Group reserves the right to alter specifications without prior notice of its products. The descriptions, illustrations and specifications are for reference only
and cannot be held liable for FSH Welding Group. Fumes: Consult information on MSDS, available upon request. ﬂ
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