electarc
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UP 307

Classification

AWS A5.9

~ER307 ISO 14343-A

Description & Applications

Solid wire for submerged arc welding (SAW) of austenitic steels alloyed with high Manganese.
Nonmagnetic weld deposit, highly resistant to cracks and self hardenable. Specially designed to
homogenous and heterogeneous welding of Mn-Steels like Hadfield steels (13% Mn) and difficult to weld
materials. Also used for cushion layers prior hardfacing, for repairing of pieces submitted to shocks or
wear.

S 18 8 Mn

Main applications: Civil engineering, railways repairs, cemeteries, mines...

Typical Chemical Composition ( % )

C Si Mn Cr Ni Mo Cu Nb P S Co Fe
Min 5.0 17.0 7.0
Max 0.20 1.2 8.0 20.0 10.0 0.5 0.5 0.03  0.03 Rem.
Type | 009 09 70 190 85 0.10 0.08 0.01 0.02 0.01 0.05 Rem.
Welding Current & Instructions |
. . Welding parameters
g VEIrIT:ren)Q Current (A) | Voltage (v) | Stickout Speed Flux
(mm) (cm/min)
SAW 24 200 - 400 25-30 18- 25 40 - 60 WP380
=+ 3.2 300 - 500 28 - 32 20 -30 40 - 60 WP380M
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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.
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