P FCW 410LP

Flux Cored Wire

WELDING

AWS A5.22 : E410T1-1/4 EN ISO 17633-A : T13PM1/C1

Characteristics

Rutile flux cored wire to weld in all positions with shielding gas protection used for cladding and for joining of
410 stainless steels. Nice bead appearance, self releasing slag, good penetration and high productivity.

Applications

To Surface valve seats and to weld Ferritic - Martensitic stainless steels used in the presence of sulphurous
gas.

Base Materials

UNS Alloy EN Material N° UGINE
541000 X12Cr13__ | 14006 [

$ 41008 410S X6Crl3 1.4000 UGINOX F 13 S

S 42000 420 X20Cr13 1.4021
- X15Cri3 14024 |
Typical Weld Metal Composition (%)
C Si Mn Cr Ni P S Fe
0.05 0.60 1.00 12.00 0.40 0.015 0.005 base

All Weld Metal Mechanical Properties (Typical)
Rm (MPa ) Rpo.2 (MPa ) A,

| 50 | e | B

PWHT : After heat treatment at 760°C/1hr and air cooled to Room Temp.

Welding Current & Instructions

@ Wire
(mm) | Current{A) | Voltage (V) | Stick-out(mm)| 15014175

1.2 120 - 250 15-20 M21 (Ar+10-20 %Co,) or CO,
18 - 20 I/min

Preheating : 200°C ; Interpass temperature : 200 - 300°C
Welding Positions : 1G/PA; 2G/PC; 3G/PF; 2F/PB

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 npon request.
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