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- towards bettering performance.

THE COMPANY

To Climb the rungs of success is an arduous task and a continuous effort

We at Diffusion have never looked back from the word go, always
seeking new horizons. Incorporated in the year 1982, Diffusion
Engineers attained the status of a public limited company in 1995.

This ISO : 9001-2008, ISO : 1400-2004, OHSAS : 18001-2007 certified
young organization is effervescent with the zest of a youth and has
introduced the revolutionary concept of superconditioning through a
series of maintenance products that provide a new leas of life to
engineering components and minimise scrap heaps of metal parts,
Diffusion manufactures pre-coated and antiwear industrial
components, some of which are import substitutes for industries like:
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SUPERCONDITIONING

Superconditioning is not mere reclamation and reconditioning, Superconaitioning is an environment friendly éoncépt :
which enhances part life, reduces life cycle costs and the demand for spares, ensures Ionger and contmued avanlabmty
of production equipment and conserves nonrenewable natural resources, : :

The concept of superconditioning was introduced by Diffusion Engineers Lid., to the Indlan core sector mdustnes to
ensure longer avaﬂablllty of productlon equnpment usedin contlnuous process operatlons e
With the new generation materials and newer techniques employed, it has now become possxble to obta

. service life from parts and eqmpment athighly. economlcal costs

PRODUCTS & SERVICES
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= Lo Temp & Antiwear electrodes & flux coated gas welding rods

s TIG, MIG, Filler Wires

= Flux cored wires

= Sweat On Paste (SOP)

= | SN Diffusion Powder

= Superspray system for thermal spraying

= Weld overlayed wear resistant plates

= Coating & Repairing Compounds (DIFFCOR)

= Cobalt & Tungsten Carbide Alloys

= Service Welding of VRM Linear Rolls, Polycon Rolls, Concast Rolls efc,
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13. SURFACE GUIDE GLASS INDUSTRY 25
14, COBALT-BASED POWDERALLOYS FOR SURFACE ENGINEERING 28
15. NICKEL-BASED POWDER ALLOYS FOR SURFACE ENGINEERING 29
16. SURFACING ALLOYS/NICKEL POWDER WELDING 30
17. SURFACING ALLOYS/NICKEL FLAME SPRAY & HVOF 31
18. SURFACING ALLOYS/NICKEL PTA & LASER 32
19. SURFACING ALLOYS/COBALT, CARBIDE BLENDS 33
20. SURFACING ALLOYS/IRON 34
21. ATOMIZED POWDER SIZE DISTRIBUTION 34
22. HIGH TEMPERATURE BRAZING FILLER METALS,

PASTES AND AIDS 35
23. BRAZING FILLER METAL GRADES 36
24, FLUX CORED WIRE 37
25. COATING & REPAIRING COMPQUND (DIFFCOR) 44
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ANTIWEAR ALLOYS

B Complex Carbide Alloys
I Work Hardening Alloys
B Flame Hadening Alloys

 SUPER ANTIWEAR ALLOYS

e

B Chromium Boride Paste

Il Cobalt Based Composite Alloys

B Tungsten Based Composite Alloys
Bl Complex Carbide Alloys

JOINING ALLOYS

High Tensile Alloys

@ Stainless Steel Alloys

B Manganese Steel Alloys
g General Purpose




COLLABORATION
Hernon Manufacturing Inc., U.S.A. - for Adhesive and Sealants,
LSN Diffusion, U.K. - for Nickel, Cobalt & Iron Based Powders.

- AGENCY
DURUM VERSCHLEISS - SCHUTZ Gmbh, Germany : For Tungsten Carbide Products and o jucts,

PIONEERING SOLUTIONS

DIFFUSION introduced the concept of 'SUPER CONDITIONING' to the I-ndian core sector indu 250 ensyre :
quantum jump in the useful service life of production equipment used in continuous proces: ;. ratigng. With
the advent of "New Generation" materials & processing techniques, it has now become pos:zife 1o obtain 3
much longer service life from equipments much more economically.

By way of developing the complete range of "Lo Temp and Antiwear Alloys", Diffusion has been waging
relentless war against the premature, unnecessary and uneconomical replacement of worn out equipment
parts in Indian industry. DIFFUSION is now a name to reckon with in the field of RECLAMATION WELDING,

DISTRIBUTION & SERVICE NETWORK

DIFFUSION product and services are backed by a Nationwide Network of highly competent teams strategically
located at Seven full-fledged branches across India besides a national network of Authd. Distributors &
Stockists located in strategic towns & industrial areas, backed by Team of Engineers & Technicians offering
entire range of products and on-the spot technical services & assistance.

Del engineers undertake on the spot study, non-destructive testing, welding design & development,
spectrometer analysis, wear analysis, corrosion testing , dynamic impact testing & customised solutions for
" clients.

QC FACILITIES / R&d EQUIPMENTS

(E CHEMICAL CHARACTERISATION LABORATORY £l METALLOGRAPHY LABORATORY K
Z Wet Chemical Analysis Laboratory I Metallurigical Microscope with CCTV Camera (2000x)
& Spectrometer (SPECTROLAB Gmbh, Germany) Image Analysis System with Metallurgical Modules
* Hydrogen Determination Apparatus
Il MECHANICAL TESTING LABORATORY ! WEAR/TRIBOLOGY TESTING LABORATORY
“ Universal Tensile Testing Machine 3 Dry Sand Rotating Wheel Abrasion Tester
CVN Impact Testing Machine 7 (DSRW)-ASTM G-65 Standard
" Rockwell Hardness Tester Two Body Abrasion Testing Apparatus
Vicker's Microhardness Tester ' Particle/Slurry Erosion Test Apparatus
Dynamic Impact Testing Apparatus Solid Particle Erosion Tester
Y ! Portable Dynamic Hardness Tester .

BIFFUSION offers to industries a spectacular range of maintenance & reclamation products for Super Conditioning.

B LoTemp & Antiwear Welding Electrodes 1 Tubular Products ¥ Superspray System for Thermal

¥ Soldersandfluxes B No-Heat products for Cold Repair Spraying
& Cobaltand Tungsten Carbide Alloys i GasWeldingalloys @ Wear Plates
& Sop-Containing Unique Ultrahard # LSN Diffusion Powders and Coated B Flux Cored Wires

Chromium Borides. Electrode




* TECHNICAL DATA

DESCRIPTION & APPLICATION

XALOY 52 HARDNESS An austenitic electrode for buildup and overlaying

(As deposited) 1 22-25HRe varieties of Mn steels. Deposits lars ripldly r\:\vork-

i hardening type, having extremely high toughness

(Work hardened) 45 - 50 HRc with excellent resistance to flow & fatigue under

Size (mm) 1395 4.00 5.00 repeated pounding and impact loads. Applications

Current (amps) : 100-140 120-160 150-200 include Railway points, crossings, switches, all
types of hammers, crusher mantles etc.

ABROCAR 60 HARDNESS : 58-62HRc ABROCAR 60 is a newly formulated basic coated

Size (mm) : 315 4.00 5.00 all position electrode for antiv«;ear application on

4 carbon steel & manganese steel.

Current (amps) : 80-100 110-160 140-180 The deposits provide excellent high stress
abrasion resistance under strong impact
condition. It is used for repairs of cutting tools,
screw conveyors, dipper teeth, bucket teeth etc.

ABRALOQY 63 HARDNESS : 57-63 HRc Newly formulated heavy coated high recovery

Size (mm) . 315 4.00 5.00 electrode. Designed for extreme abras:rohn :r;d

. mild impact conditions. Deposit consists of high %

Current (amps) # 120 (120070 1160200 of primary chromium carbides nearly about 50 %.
Surfacing of low alloy and mild steel under
extreme abrasion and mild impact situation.
Suitable for digger teeth,Bucket edges, Muller
tyres, Screw conveyors and Mixer parts,
Sprockets, Pinions.

DIFFUSALOY 68 HARDNESS : B1-66HRc Newly formulated heavy coated, high recovery

Size (mm) - 315 4.00 5.00 electrode designed specially for extreme abrasion

Current {amps) . 95130 130170 160-200 resistance at high temperature. Deposits consist

- of high percentage of primary chromium carbide

Polarity : AC/DC+ and secondary vanadium carbides and Borides for
optimum results. For use in still mills and sinter
plants, On items such as Crusher sieves, Conveyor
screws , Dredger components and Tip casting.

ABROCAR 84 HARDNESS : 58-62HRc An Iron base alloy having carbides in a hard

Size (mm) T 315 4.00 5.00 martensitic matrix ensures superior resistance to

Current(amps) : 90-130  100-150 140-200 low-stress scratching abrasion by minerals.
Applications include bucket teeth, crusher
mantles pulverizer hammers, jaw crushers, plow
shares, scrapers, road rippers, bucket lips, pug
mill screws fan blades etc.

ARCALOY HARDNESS : 58-62HRc Arcaloy Sfuper AC / DC is specially designed for
SUPER AC/DC Size {mm) : 4.00x 450 mm “arcing o cast iron and steel sugar mill crusher
Current(amps) - 90-130  100-150 140-200 roller. Both "wet" and "dry" arcing. Arcaloy Super

is formulated to deposit complex carbides to resist
wear by abrasion, adhesion, compression &
corrosion.

It is an indigenously developed “high recovery"
electrode to deposit "hard droplets” on tooth
points of cane crusher rollers.




TYPE TECHNICAL DATA
TUFTOOL 100 HARDNESS : 39-43HRc f\ CrNi '*:l;? a"og fswac}ally cgesignef: b
) 2 orging dies of forging industry. s
STRENGTHTENSILE : 100-135kgf/mm hot working tools, sow blocks an-, ‘e for
Size (mm) . 315 4.00 5.00 insert dies, rolls of cold rolling mi! >and
Current {amps) . 85-120 110-150 140-180
- \
HADMOLOY140 STRENGTH TENSILE : 80 kgt/mm’ (Min.) e il o E et Sroduct
. . 2 \p; suitable for build up. Deposits "
YIELD STRENGTH  : 52 kgf/mm’ (Min. resistance to deformation ,;‘ high
HARDNESS toughness). pact
(as deposited) 180 - 220 BHN Applications include pulverizer ha; S, bucket
(workhardened) @ 400 - 450 BHN teeth, sprockets chain links, crisi - manties
Size (mm) . 4.00 5.00 crusher jaws, bucket latch bars, keys, wear
Current {amps) 120-160 150-200 plateS;FhavellisCkpacsEas
o
TUFTOOL 200 HARDNESS . 35-43HRc A latest wear resistant alloy having Chromium
Size (mm) . 3.15 4.00 5.00 Vanadium & Tungsten as major alloy constituents,
= ) Applications include lining of tools, dies
Current (amps) : 90-120 110-140 150-200 drills, piercing dies and mandrels. g EEE0y
ABRALOY 240 HARDNESS : 52-58HRc /é nswlv devteloped low heat input electrode with
. . r, V to resist against severe abrasion, corrosion &
Size {mm) 315 4.00 5.00 mild to moderate impact. Used on carbon steels &
Current (amps) : 90-100 120-160 140-200 austenitic manganese steels. Recommended for
crusher hammer, guides, bucket lips, scrapper
blades, coal nozzles and burners.
ABRALOY 300 HARDNESS - 57-60 HRc A high alloyed Chromium Iron type of electrode
Size (mm) . 315 4.00 5.00 suitable for high abrasion and moderate impact.
T : ) Superb resistance to low-stress scratching, high
Current(amps) : 80-120 120-160 150-200 stress grinding abrasion and low angle particle
Polarity . AC/DC+ impact erosion. Applications include conveyor
screws, dozer and bits, dozer blades, grinding mill
diaphragms, rubber mixing blades, dredger
cutter, impellers etc.
TUFALOY 320 HARDNESS A machinable product for wear resistant buildup
(as deposited) . 28-32 HRc g"d_°;’e”ays-d IS -
. esists wear due to high impact, moderate friction
(Flame hardened) @ 35 - 40 HRc and mild abrasion. Suitable for mill pinions, carrier
Size (mm) 1 4.00 5.00 and track roller, idlers, crane wheels, pinions and
Current (amps) ~ : 120-160 150-200 gears, tail bars, girth gears etc.
SUPERALOY 495 HARDNESS {onllayer)  (on Il layer) It is a special electrode depositing a sound, highly
(As Deposited) . 47-49HRc 41-43HRc alloyed weld metal which is designed to offer
{After 1st tempering for excellent resistance against metal to metal wear
1 hr. at 600° C) : 43-51HRc 44-47HRc at temperatures as high as 650°C. ,
(After 2nd tempering for This electrode can be used for hardfacing any
rpen component subjected to metal to metal wear at
1 hr. at 600 C) . 51-53HRc 47 -49HRc elevated temperature upto 6500(:_ Hence it '|S
(After 3rd tempering for suitable for a variety of wearfacing applications ViZ.
1 hr. at 600° C) 52-54HRc  50-53 HRc Continuous casting driving rolls, Hot forgmg dies,
Size (mm) 315 400 500 Hot forming dies, Mandrels, Draw rinds Hor
s NnE § punching tools, Hot forming tools, Guide nngs,
Current (amps) : 80-110  120-150  150-190 Wear rings, Hot drawing dies, Hot trimming dies etc.




SUPERALOY 550

HARDNESS
Size (mm)
Current (amps)

¢ 50 - 55 HRc
¢ 315 4.00 5.00
: 85100 110-160 140-180

An iron carbide type electrode to resist very high
abrasion. Suitable for Plow shares, scrapers,
screw conveyors, puqg mill screws, coal chutes,
dipper teeth, bucket teeth, crusher plates,
tamping tools, etc,

DIFFUSALOY
555

TENSILE STRENGTH : 115 kgl/mm’

HARDNESS
Size (mm)
Current (amps)
Polarity

¢ 50-55HRc

1 315 4,00 5.00

: 85-120 105-140 125-165
: AC/DC+

A newly developed basic coated electrode
designed to give a highly alloyed weld metal. The
weld metal is machinable and exhibits a high
degree of toughness. Extremely suitable for
building up large composite dies or extensive
repair of similar dies found in steel, chemical
industries, cryogenic as well as nuclear industry.
Hot forging dies, Hot forming dies, Mandrels, Draw
rings, Hot Punching tools, Hot forming tools,
Guide rings, Wear rings, Hot drawing dies, Hot
trimming dies etc.

DIFFUSALOY
560

Hardness
Size {(mm)
Current (amps)

: 50-60HRc
: 315 4.00 5.00
: 90-110 120-160 140-180

A basic coated hardfacing electrode, giving a
smooth arc and minimum spatter. The slag fully
covers the bead and s easily detachable. The
sound weld deposit has low hydrogen content and
has a very high hardness. It can be used on
carbon & low alloy steels, manganese steel and
malleable iron. Application include hardfacing of
buckets, pads, bucket teeth, jaw crusher, coal
crusher, scrapers, dozer blades, dipper teeth,
screw conveyers, metal cutting and forming tools.

DIFFUSALOY
565 CrNi

HARDNESS
(Third Layer)
(First Layer)
Size (mm)
Current (amps)

(On M.S.) (On Cast Iron)
: 41-43HRc  48-50HRc
: 42-45HRc  18-25HRc

: 3.15 4,00 5.00
: 85-120  105-140 125-165

This is a specially developed basic electrode,
which gives a highly alloyed weld metal which
exhibits an excellent combination of moderately
high hardness, toughness, corrosion resistance to
various aqueous solutions. Ideally suitable for
resisting humid corrosion, abrasion and moderate
impact. Slurry Pump Casings, Impellers and other
cast iron components.

TUFALOY 600 X

HARDNESS

(as deposited)
(work hardened)
Size {mm)
Current (amps)

: 220 - 240 BHN

: 420-475BHN

: 315 4.00 5.00

: 100-140 120-160 150-200

An austenitic electrode for buildup and overtaying
varieties of Mn steels. Deposits are rapidly work-
hardening type, having extremely high toughness
with excellent resistance to flow & fatigue under
repeated pounding and impact loads. Applications
include Railway points, crossings, switches, all
types of hammers, crusher mantles etc.
Developed exclusively for repairing of points and
crossings upto traffic density of 15 GMT.




TECHNICAL DATA

TENSILE STRENGTH : 100 kgf/mm’ (Min.)

i tainles | : '
Straight chrome s s stee Biugesish

MACROLOY 712 against cavitation erosion, © mpact
HARDNESS erosion, fluid flow erosion “rosion
(Single layer) . 45-50 HRc Hardness can be retained at 601 zble fo;-
Size (mm) . 315 4.00 5.00 all types of valves, rotar discs, eeves,
Current (amps) . g0-110 100-130 140-180 refiner plugs and sockets etc.
T —
— For build up on straight chrome I
MACROLOY 812 TENSILE STRENGTH : 100 kgf/mm’ (Min. Deposits are tough and resis: ;utse:g::;
(after heat treatment at 580 - 620°C) erosion, particle impact erosic on and
Elongation : 14% (Min.) moderate corrosion. Suitable for Siugs and
HARDNESS : 32-35HRc sockets, imgellers, pump sleeve ~ casings,
Size (mm) 315 400 500 hydro-electric Eizblgrer;mntrr\:; ; s and for
rnou D135 a0 i
Current (amps) @ 90-120  110-140 130-180 gﬁ\\:vnz.rWO B 9 : d fibrizer
e
Modified chemistry than Xaloy 52 giving a better
TUFALOY 1200 X HARDNESS : ratio of Mn to Chromium.
(as deposited)  200-250 BHN Suitable for all types of hammers, crusher mantles
(work hardened) @ 450 - 500 BHN etc. Developed exclusively for repairing of points
Size (mm) : 315 4.00 5.00 and crossings upto traffic density of 25 GMT.
Current (amps) . 100-130 130-170 150-220
HADMOLOY 1400 | TENSILE STRENGTH : 60 kgf/mm’ (Min.) Hadmoloy 1400 is a specially formulated Ni-Cr-Mn
HARDNESS type Anti-wear' electrode suited f_or high strength,
(as deposited) . 180 - 200 BHN tough crack & we':a_r. resnst.ant joints.
dened) . 400 - 450 BHN Recommended for joining mild steel to
(vyork hertens ) manganese steel & cushioning of Hadfield
(S:'ZE (";T) ) : 111.2000160 ?;5000200 manganese steel in coal, cement, steelindustries.
urrent (amps : - -
ABRALOY 3015 HARDNESS : 55-60HRc Newly formulated heavy coated, high recovery
Size (mm) . 3.15 4.00 5.00 electrode designed specially for severe abrasion
Current (amps) . 95.130 135-175 160-200 resistance and mild to moderate impact. Soft
. fusion, self-releasing slag and a shiny surface of
Polarity : AC/DC+ the weld bead. Recommended on carbon steels &
austenitic manganese steels.
Mainly used on pump bodies, mixer blades,
concrete pumps, conveyer worms, crushing and
pulverizing plants, bucket teeth and coke oven
slides. Used for wear protection on coal crushing
hammers, rolling mill guides, dragline lips, plough
shares, scraper blades, tamping tools, coal
chutes, coal feeder plates, coal nozzles and coal
burners etc.
TUFALOY 3200 TENS"—F STRENGTH : 100 kgf/mm’ (Min.) For moderate impact and medium to high
Elongation ¢ 14% (Min.) abrasion. Weld deposits retain hardness upto
HARDNESS : 37-45HRc 500° C. Applications include turbines, cast
Size (mm) 315 400 chromium valve bodies, oil refinery equipment,
Current (amps) : 90120 120-140 burner pipers, hot forging dies, mill pinions,

earthmoving machinery, tumblers etc.




A special purpose basic coated electrode with

DIFFUSALOY TENSILE STRENGTH : 77 kgf/mm’ (Min.)
4351 Elon excellent arc stability and an easily detachable slag
aton 15% (Min.) on a smooth bead. The weld metal is a Cr-Ni-Mo
HARDNESS : 38-42HRe martensitic stainless steel. When deposited on milg
Size (mm . 3. steel, it gives a hardness of 40-42 HRc on secon
[mm) Sl 4.00 5.00 layer and 37-39 Rc on fifth layer. The weld deposit
Current (amps) : 80-120 110-150 150-190 has excellent resistance to corrosion, pitting and
impact loads. Typical applications include surfacing
of steam turbines blades, valve seats and high
pressure valves. It can also be used for the repair of
pulp and paper plant equipment.
DIFFUSALOY HARDNESS : 60-64 HRc A specially developed semi-basic high speed tool
6§ WZ i 5 steel electrode depositing a highly alloyed heat
Size {mim] 2 s 4.00 5.00 treatable weld metal. For repair and rebuilding of
Current (amps) : 90-120 120-150 150-200 composite high speed tool steel dies, tools.
Pola - Provides maximum hardness of edges at high
y ALECE temperatures. Excellent for knife edges, and
machine tool parts subject to heavy frictional wear.
Ideal for building composite blanking or punching
dies.
DIFFUSALOY HARDNESS : 60-64 HRc A specially developed semi-basic high speed tool
i . steel electrode depositing a highly alloyed weld
6100 W2 Size (mm) 3 315 4.00 5.00 metal. It has excellent weldability in flat, horizontal
Current (amps) 90-110 120-150 140-190 and vertical upward positions. The weld bead is
: . smooth and has excellent bond with the base metal.
Raiatity § IRGDCS Used for repair and rebuilding of high speed tool

steels, cutting tools, piercing and shaving tools , hot
and cold blanking and trimming dies , hot and cold
shear blades , stamping dies, Ingot lifting tongs ,
rolling mill guides etc.

| DESCRIPTION & APPLICATION

TECHNICAL DATA
ABRALOY 61 HARDNESS . 60 - 65 HRc Newly formulated heavy coated, high recovery
AC/DC+ Size (mm) - 3.15 4.00 5.00 electrode designed specially for extreme abrasion
. OE g i resistance at high temperature. Hardness is
Current (amps) : 95-130  135-180 160-200 retained up to 500 ° C. Used for hardfacing of parts
subject to strong abrasive wear, friction, heat and
corrosion. Hardfacing on tools used in steel, coal
and ore mining as well as in the cement industry.
SOP HARDNESS : 68-72HRc Composed of ultra hard Chromium Boride
VOLUMETRIC crystals. This is the most abrasion resistant
. : material available. Restricted to thin layer,
COVERAGE : 300 cm? per kg. of paste maximum upto 1.5 mm thickness.
ABROCAR 184 HARDNESS - 58 - 62 HRc (Single Layer) Abrasion resistant alloy having complex carbides.
. 60 - 65 HRc (Three Layer) Superior resistance to high stress grinding
Size (mm) . 315 4.00 5.00 abrasion, excellent resistance to galling and
: ) ’ ;10 scratching abrasion. Applications same as Abrocar
Current (amps) : 90-130  100-160 140-200 84 8 also recommended for high temperature
applications, like coal nozzles & coal burners etc.

250 mm size electrodes can also be manufaclured as per requirement.

T




ABRALOY 2412

HARDNESS
Size (mm)
Current (amps)
Polarity

60 - 65 HRc
3.15 4.00 5.00
95-130 135-170 165-200

AC/DC+

A newly formulated heavy coat¢
electrode designed specially fe-
resistance and mild to moderat
Mainly used on conveyor worm«
grates in mineral dressing er,
and cement pumps, Coal bu:
Mincer hammers, Sinter bre:
Conveyors, Clinker Convey:
Slurry pumps, Billet Conv:
pusher shoes, vertical Coal

] recove
2 ab
P raSlor]

)r C"UShers,
_ Soncrete
5y FlbriZer/
> Hot Slag
3y Augersl
vdeS, Coke
2te,

ABRALOY 3000 D

HARDNESS
Size (mm)
Current (amps)

63 - 68 HRc
3.15 4.00 5.00
90-130 120-150 150-200

\‘\4

High recovery electrode des. specially to

resist severe high temper: \brasion
erosion. Deposit consists of pr: “ seconda &
carbides. Hardness is retained - .00oC, v
Applications include coal burn=: e, fibrizer /
mincer hammers, sinter break:: :rms, hot g3
conveyors, clinker conveyor crains, augers?
slurry pumps & coke pusher shoes. g

ABRALOY 3505

HARDNESS
Size (mm)
Current (amps)

60 - 64 HRc
4.00 5.00
120-160 150-200

ABRALOY 3505 is a basic coated higm
electrode which deposits a hard weld metal rich in
chromium carbides. The deposit has excellent low
stress grinding abrasion resistance. Due to its
high hardness, recommended for a single layer
hardfacing. Deposit provides antiwear coating on
carbon steel, Mn steel. Applications include
hardfacing of cane knives, dozer blades, & other
mining equipments.

ABRADUR 3605

HARDNESS
Size (mm)
Current (amps)

60 - 64 HRc
3.15 4.00 5.00
120-150 150-200 180-240

A high recovery electrode having Chromium,
Nickel, Mo and Boron carbide to resist high
temperature abrasion, erosion and moderate
impact. Very much suitable for fibrizer hammers,
sinter breaker arms, augers, slurry pumps etc.

ABRALOY 3720

HARDNESS
(On Il Layer)
Size (mm)
Current (amps)

61- 65 HRc
3.15 4.00 5.00
100-140 140-175 160-200

temperature applications. It is used for hardfacing
the components which are subjected to high

treated etc.

Specially formulated, highly alloyed heavy coated
electrode with high weld metal efficiency. Special
alloy addition gives the unique weld deposit which
is extremely rich in different types of carbides,
exhibits excellent performance in high

abrasive wear, erosion and friction. Coal burner
pipes, Clinker Conveyor chains, AUgers, Slurry
pumps, Billet Conveyor Guides, Coke pusher
shoes, vertical Coal mill rollers, grates in minera
dressing equipment where live coal and slag s

SUPERALOY
7000 TCC

HARDNESS
(on I layer)
(on Il layer)
Size (mm)
Current(amps)

: 63-65HRc

: 66-70 HRc

: 5x350

: 100-225AC/DC +

A tubular hardfacing electro

This alloy has no soft ma

de containing

complex carbides. Apart from primary qugste()r;
carbides, alloy also has secondary carbi esan
metals, like Niobium, Chromium, Vanadium
Molybdenum. A
trix and P"°V'%‘:S
exceptionally high wear resistance to ag:;'" s
erosion and friction. Applicatio
bucket lips, bulldozer blades, S
plows, coal chutes, bed knives etc.

250 mm size electrodes can also be manufactured as per requirement.
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SCRIPTION APPLCAT :

DIFFUSALOY TENSILE STRENGTH : 45 kgf/mm’ (Min. Specially formulated, unique, highly alloyed
0 ) /
817 Elongation (L=4d)  : 30% (Min.) electrode for overlay builddu;:‘and repalrvof wor:g
CVN I °C) : : out parts subject to oxidation, corrosion a
ORACH{SEADE [ 85 d lini} thermal/mechanical stresses at high
HARDNESS temperature. Deposits are tough, crack free and
(As welded ) : 19-24 HRc work hardening type. Heavy coated electrode
( As hardened) . 38-43 HRc having metal recovery of 150%.
, Hot forging Dies. Hot trimming Dies. Restoring
Size (mm) : 315 4.00 5.00 cutting edge of Hot cutting and shaping tools,
Current (amps) : 110-140 140-170 170-210 valve seals.
DIFFUSALOY TENSILE STRENGTH : 60 kgf/mm’ (Min.) A specially designed electrode for welding of
925 Elongation : 30% (Min.) steels like Sandvik 2, RK 65, Alloy 20, HV 9,
CVN Impact (+20°C) : 65 J (Min.) Carpenter 20 etc. Resistance to corrosion upto
. ) ’ 1200°C.
Sieei{mm} % 3413 400 Suitable for welding of low alloy steels and joining
Current (amps) : 60100 75-130 different steels to mild steels and also for
cryogenic components. Designed for all positional
welding.
SUPERALOY HARDNESS : 52-57HRc A cobalt base electrode with excellent weldability
1001 Size (mm) . 3.15 4.00 which will not gall, score or seize in service. Hot
Current (amps) . 70100 90-120 hardness at 600° Cis about42 HRC.
' Applications include guide rollers, screws, ceramic
die cutters, patterns, die tools etc.
SUPERALOY TENSILE STRENGTH : 85 kgf/mm? (Min.) A cobalt base electrode for high temp,
1006 HARDNESS - 40 - 44 HRc applications: Deposits exhibit edge retention
Size (mm) . 315 4.00 property with no tendency to softening and
¢ 76 100 96 180 scaling at elevated temperatures.
urrent {amps) B S ) Good resistance to abrasion, friction and
corrosion.
SUPERALOY HARDNESS : 44-50 HRc Finest alloy developed for high temperature
1012 Size (mm) .25 315 4.00 5.00 _srerviccta.SpeciaI coEaI:‘baieformulation with high
. ungsten assures higher hardness and resistance
: 60- - -150 150-1 )
Current (Amps) €0-85 85120 120-150 150-190 to abrasive wear under high heat and corrosive
conditions.
Used for super conditioning of valve seats and
knives in carpet and chemical industries, Hot
punches, Turbine blade tipping, saw blade tipping,
bar mills guide rolls, cutter rolls, conveyer screws,
wire drawing blocks, Hot shear blades, Edger rolls,
Hot trim dies and swaging mandrels.




DESCRIPTION & APPLIG]

. 2 (Min. A Nickel base all position e
v SUPERALOY TENSILF STRENGTH : 65 Kgf/'mm (Min.) surfacing of highptem :;a.:!,:,‘. ° for foinin i
1750 Elongatmn + 30% min. such as C'276, Ni, Mo 16, f_’i,“ -?'Staan allgys
Size (mm) : 315 400 cladding on low alloy steels " IS0 yseq for
Current (amps) : 70-100  90-130 Applicable for surfacing o
which operate at higr :tu"Ches e
corrosive media. Depo: e Under
embrittlement at low or h; - e, DrOME
- Itures
Iy f T
] m? (Min. A specially formulated o' ich i
SUPERALOY TENSILE STRENGTH : izg mmz :Min; ficclial o8 dBrostt that ,?'i'qu,‘?"’s i
1752 Yield Strength : _ ' special post-weld heat tr-. o deyere Y
Elongation (L=5d) : 35% (Min.) optimum properties. velop its
CVN Impact (+20°C) : 90 J (Min.) The weld deposit possesses - ~zijeng a1
Size (mm) 1 25 3.15 4.00 resist corrosion and . .ion at”rtzt:
Current (amps) : 70-100 90-120  125-165 temperatures in application: wuch ag fumagce
Welding Condition  : AC/DC+ components and reactor ‘=ssals, It shows
excellent toughness at cryogzniz temperatures
upto -269°C ). Weld deposit gives tough joints and
also used for surfacing on heat resistant cr and
CrNi steels/cast steel grades and Ni-base alloys.
SUPERALQY HARDNESS Superaloy 1755 Mo is a low heat input basic
1755 Mo (as deposited) . 180 - 240 BHN zoatedt e_lrictrgde which yields hanhinccmel type
. eposit. The deposit retains its high hardness at
Work Hardened : 350 - 370 BHN Slevatetitomp, SE0%1 1005, 9
Size {n) ] 49 315 &0 Applications include joining of various type of
Current (amps) + 70-100  100-130 130-170 stainless steels, Ni-base alloys, especially
austenitic to ferritic steel, welding of joints in
nuclear engineering, welding of cryogenic steels,
and anti-corrosion surfacing of furnace
components.
SUPERALOY TENSILE STRENGTH : 65 kgf/mm’ A semi basic coated electrode which yields an
1768 Size (mm) 125 3.15 4.00 Inconel type deposit that does not require any
Current (amps) : 6090  90-130  130-170 special post-weld heat treatment to develop its
optimum properties.
Applications include joining of various WP?S of
stainless steels, Ni-base alloys, dissimilar joints,
especially austenitic to ferritic steel, welding of
weld cladding on low alloy steels, reactor vesse_lS.
welding of joints in nuclear engineering, welding
of cryogenic steels, anti-wear and anti-corrosicn
surfacing of furnace components, heat treatment
furnaces and fixtures, making transition J_Olf_“sr
gate valves in freon gas plants and simitd’
applications.




SUPERALOY
1770

TENSILE STRENGTH :
Size (mm) d
Current (amps) 8

65 kgf/mm’ (Min.)
25 3.15 4.00
70-100 100-130 150-175

Superaloy 1770 is specially developed electrode
for joining various types of stainless steel, nickel
base alloys & dissimilar joints.

Applications include welding of cryogenic steels,
gate valves, heat treatment furnace parts &
reactor vessels. Also used for antiwear & anti
corrosion surfacing.

SUPERALOY
1780

TENSILE STRENGTH
Elongation :
Size (mm) :
Current (amps)

60 kgf/mm®(Min)

32% (Min)

25 3.15 4.00 5.00
65-90 80-120 130-155 165-190

A specially designed alloy which gives Inconel
type deposit that possess all the mechanical
properties in as welded weld metal only. Its high
strength coupled with high ductility, good creep
and heat resistance at high temperatures up to
1000°C and excellent low temperature toughness
makes it the automatic choice for high as well as
low temperature applications.

Joining of various types of stainless steels, Ni-
base alloys, dissimilar joints, especially austenitic
to ferritic steel, welding of weld cladding on low
alloy steels, reactor vessels, welding of joints in
nuclear engineering, chemical industry,
petrochemical industry, glass works, welding of
cryogenic steels, anti-wear and anti-corrosion
surfacing of furnace components, heat treatment
furnaces and fixtures, Kiln Tyres Drills and cutters,
Heavy earth moving cement mill components,
making transition joints, gate valves in freon gas
plants and similar applications.

DIFFUSALOY
2535

Size (mm)
Current (amps)

25 315 4.00 5.00

: 60-90 90-125 130-170 170-220

Itis a special high recovery electrode depositing a
fully austenitic weld metal, with exceptionally high
corrosion resistance to a variety of industrial
acids. It is well suited for joining and hardfacing on
the same or similar stabilized or non-stabilized,
fully austenitic and molybdenium and copper
based cast steels.

For joining the base materials mentioned above,
or as an overlay, in phosphoric acid and sulphuric
acid plants, the weld metal has excellent corrosion
resistance against many organic acids also.




DIEWELD

HARDNESS
TENSILE STRENGTH :
Size (mm)

Current (amps)

-

DIEBUILD N

HARDNESS

TENSILE STRENGTH :
Size (mm) g
Current (amps) :

32 - 36 HRc

70 kgf/mm’ (Min.)

3.15 4,00 5.00
100-120 110-1 50 150-170

45 - 48 HRc

100 -120 kgf/mm'’

3.15 4.00 5.00
80-110 100-140 130-170

Newly developed low heat input electrgqa
gives a Cr-Ni-Mo- V alloy steel deposit y,p, :!at
considered to be standard for die nigey ff‘oc‘ is
both patch work type aswellas ext g *D3irs,

The deposit has good machir = vy 5 .
i i ; Gives
improved die life, & hence it 2utoman
choice for the repair & reclamat hot fofg.,:c
dies. As deposited hardness is . RC. A Dm%
weld stress relief heating to 45! 1 H /2 He
would furtherimprove toughnes: air work,
TTe——
A basic coated electrode which 3 fich Cs-
Ni- Mo-V weld metal containinc arbon but

otherwise similar to 55 Ni Cr Mo axcellent

for building up working face Josite hot
forging dies, both large as well a°

The deposit has excellent we:z stance at
elevated temp. ( Upto 650°C j, . eminently
suitable for the reclamation of recw g all types

of hot dies, equally useful for small -a72h work as
well as extensive repairs.

DIEBUILD E

HARDNESS
TENSILE STRENGTH
Size (mm)

Current (amps)

: 41-45 HRc

. 100 -110 kgf/mm*

: 3.15 4.00 5.00

. 80-110 100-140 130-170

A basic electrode which is designed to give a low
carbon alloy steel weld deposit similar to H 12
its alloy content. It is extremely suitable for
building up large composite dies or extensive
repairs of similar insert dies used in hot-forging.
The weld metal has an excellent heat cracking
resistance and resistance to thermal shock.

It exhibits superior wear resistance at high
temperature as compared to DIE-BUILD-N. The
deposit is machinable & has a hardness of 41 - 45
HRc. Its hardness can be controlled as desired by
employing a suitable post weld heat treatment /
tempering.

DIEBUILD S

HARDNESS :
: 100 - 110 kgf/mm’

: 315 4.00 5.00

: 85-110 100-130 130-160

TENSILE STRENGTH
Size (mm)
Current (amps)

41- 47 HRc

Basic coated electrode of this series, gives a highly
alloyed low carbon weld metal similar to BH 10 A.
The weld metal is machinable and exhibits a high
degree of toughness, excellent hot strength and
wear resistance at elevated temperature along
with good heat cracking resistance.

It stands up well against temperature shocks and
even admits water cooling from 500 °C to 650 °C-
Suitable for building up large composite dies of
extensive repair of similar dies used in steel,
chemical industry, as well as nuclear industry-

i




DIFFUSALOY TENSILE STRENGTH : 75 kgf/mm’ (Min.) A newly developed electrode with Cr-Ni-Mo
DIE 100 * A Hardness : 42-45HRc specially for forging die repairs in forging industry.
12+ f Size (mm) © 315 4.00 5.00 The deposited weld metal is highly resistant to

cracking even with higherimpact load.

ACDCs | Curentlamps) : 80120 120150 150-190 ngEyEn BEITARSr TP
Itis an all position electrode with high strength for
repair of large forging dies, hot working tools,
hammer bases, sow blocks anvil, devotails and
insert dies, rolls of cold rolling mill. Any surface
requires impact and friction resistance.

DIFFUSALOY TENSILE STRENGTH : 115 kgf/mm’ (Min.) A newly developed electrode with Cr-Ni-Mo-W-Co
DIE 101 \? HARDNESS 37-42 HRc specially for forging die repairs in forging
<7¢ T Size (mm) 3.15 4.00 5.00 industry.It is used for welding high-strength

C t{amis] 80-120 120-150 15 tempered low-alloy steels as well as process

AC/DC+ SHENLIGMAS B ) 0-190 welding on steels castings, cast steels of
corresponding strength.

It is an all position electrode with high strength for
repair of large forging dies, hot working tools,
hammer bases, sow blocks anvil, devotails and
insert dies, rolls of cold rolling mill.
DIFFUSALOY Hardness : 47-54 HRc A newly developed electrode with Cr-W-V used for
DIE 105 * Size (mm) © 3.15 4.00 5.00 similar type steel and also for overlaying the
b o . edges or surfaces of tools made of low alloyed
?+ f Current (amps) : 80-120 120-150 150-190 cteels.

AC/DC+ Weld deposit have good high temperature
resistance which is very helpful in increasing the
life. This product is very much suitable for forging
die repairs in forging industry. Used for hot shear
blades, drawing blocks, hot forging dies, impact
moulding dies, slab shears, containers, swages etc.

DIFFUSALOY TENSILE STRENGTH : 125 kgf/mm’ (Min.) A newly d.eI\I/elofpedfbas‘ic caned elec.troc?e with Cr-
: 85 kaf/mm? (Min. Mo specially for forging die repairs in forging

DIE 122 :.\.T Yield Strength gf/mm" {Min.) industry. The combination of Cr-Mo makes the
¥ # Hardness weld metal deposit tough and also gives the high

Ac/Dcs | (OnThirdlayer) - 35 - 40 HRc strength. Weld deposit have good high

Size (mm) 3.15 4,00 5.00 temperature resistance. It gives a wear resistant

Current (amps)

80-120 120-150 150-190

weld deposit and can be used to reclaimed hot-
forging dies and to overlay the edges and flat
areas of low alloyed high density steel tools.

Used for repair of large forging dies, slab shears,
drawing dies, containers, hot working tools,
hammer bases, sow blocks anvil, devotails and
insert dies, rolls of cold rolling mill.




e

A special alloy consists of hard a,

SS et
TUBALOY 23 HAZDNE : d) s o an with carbides of Chromju‘j‘ Emtlic matnx
:as l‘_"p"s' )" 52 . 64 HRC molybdnum, tungsten and vanac, .., | °01um,
multilayer - .
i 6.00 8.00 11.00 This is designed for resistance +
Sz i) 90-250 and erosion at both h '2re abrasjgy,
1125 140-190 190- ambis 4
Current (amps) sl temperatures (up to 800 °C). 7 elevateq
Used for sinter fans, sin sken
furnace bells and hopper: ﬁ"‘;“ir blast
plates, clinker wear plates, S S WEAr
— |
TUBALOY 33 HARDNESS 50 - 55 HRc An .aus;er;itic irtl:; type « A" electroga
(Multi Layer) 56 - 60 HRc designed for welding of ri- zse steeis 1,
. 6.00 8.00 11.00 obtain a very abrasion e . ¢ and impae
Size (mm) x . 196 250 resistant surface. It is also use~ ©r hardfacing gn
Current (amps) 80-125 140-190 - carbon and low alloy steels.
Applications include crusher hammers, mantles
and liners bucket lips and teeth, blow bars etc.
TUBALQY 35 HARDNESS An austenitic iron type of tubular electrode
(Single fayer) 50 - 60 HRc having . tough austen.itic matrix with large
(Multilayer) 58 - 62 HRc quantities of chromium and molybdenum
b ! carbides. Deposit resists grinding abrasion. Can
Size (mm) 6.00 8.00 11.00 be applied directly on grey cast iron and low
Current (amps) 80-125 140-190 190-250 carbon steels without preheating. Suitable for
crushing equipments, earthmoving and
agricultural machineries.
TUBALOY 108 HARDNESS A chrome-manganese type of tubular electrode
(as deposited) 15 - 20 HRc having vanadium §s alloy copstitureer;it;t::czost’:
(Work hardened) 45 - 48 HRc work- har@ens raPldIy and gives
Size (mm) 6.00 8.00 11.00 both abrasion and impact.
c - ’ J Applications include crusher mantles, hammers:
urrent (amps) 80-125 140-190 190-250 blow bars etc.




TECHNICAL DATA

DESCRIPTION & APPLICATION sl

SUPERMATIC TENSILE STRENGTH : 48 kgf/mm? (Min.) For all position contact welding with minimum
Elongation  22% (Min.) heat input on low carbon steels. Used for
Size (mm) £ 250 315  4.00 5.00 fabrtlciatlon o; tllﬂn fsheets, taT'ks,”pi;;e Iinels,
. containers and also for sugar mill roller journals,
Current (amps) : 60-90 80-120 110-170 140-200 shafts etc.
DIFFUSALOY TENSILE STRENGTH : 43 kgf/mm’ A specially developed electrode with a unique
GZB LH Elongation © 30% coating that makes it possible to deposit a weld
Size (mm) . 315 4.00 5.00 r?'ietal .vyhich is almost pure irqn, containing very
Current {amps) 110-1 little silicon and carbon and quite low manganese
P -130 140-180  200-240 as well. Hence it is ideal for the repair of
galvanizing bath tanks.
This electrode is used in the welding of tanks of
galvanizing baths and for filling up the worn out
portions of the galvanizing bath tanks.
UNILOY 608 TENSILE STRENGTH : 65 kgf/mm® (Min.) A high alloy electrode for joining and cushioning
% T Elongation 25% (Min.) medium gnd high carbon, Iow and high alloy steel;
<« Hard i and stainless steels. Suitable for heat an
/i t ,a ness 160 A90:BHMN corrosion resistance with better ductility. Bucket
AC/DC+ Size (mm) 250 315 4.00 5.00 corner cracks, truck links, track pads, parting
Current (amps) 45-85 60-110 100-140 140-190( tools, furnace parts, cushioning layer on jaw
crushers, hammers, repairs of tools and for
corrosion resistant overlays on carbon steels.
DIFFUSALOY TENSILE STRENGTH : 60 - 65 kgf/mm’ (Min.) For joining and overlaying manganese steels and
618 Elongation 35% (Min.) for joining these to other steels. Excellent
X ? Hardness resistance to heat (upto 900°C) and corrosion.
7‘ T (as deposited) 80 - 100 HRb Applications include shovel, excavator and
AC/DC+ (work hardened 30 HRc (Min) dragline, track pads, mantle and other
: Size (mm) 315 400 500 mAngRneseistes] parts;
Current (amps) 60-100 100-160 140-190
DIFFUSALOY 618 X | TENSILE STRENGTH : 60 - 65 kgf/mm’ (Min.) High recovery electrode for joining and overlaying
Elongation 35% (Min.) manganese steels and joining these to other
v\? . 4.00 5.00 steels. Excellent resistance to abrasion, friction,
7# T Size (mm) : : heat and mild corrosion.
o Current (amps) 100-160 140-180 Applications include shovel, excavator and
dragline, track pads, mantle and other
| manganese steel parts.
|
UNILOY 620 TENSILE STRENGTH 65 kgf/mm’ (Min.) For joining and overlaying medium and high
fonaation 25% (Min.) carbon steels. Also for restrained joints and for
Elong
% ? Hardness 160 - 180 BHN joining carbon steels to stainless steels. Depasits
4‘7¢ ? Size {mm) 3.15 4.00 offer high tensile strength, ductility, heat and
Current . 60-110  110-140 corrosion resistance. Applications include track
AC/DC+ breenijarps) pad, furnace parts and for cladding stainless
steels.

3




UNILOY 62
4
TENSILE ST
RENGTH :
x ¢ Elongati . Upto 85 kgf/mm’ (Mi
< on . g mm (M'n
,/1‘ T Hardness : 30% (Min.) . A duplex st
\ ; v 2 rec ruc
b (S:Ize o : 225008HN De:omf:m',enaded for Ur:l?r::w joining
rentfamps) ¢ & 315 400 500 ctrength and togh, having dige:, .- rode
UNILO : 45-80 60-110 100-150 ' shaft, counte recommended for - iy
Y 624 S 140-190 | Joining w r shafts, repai for - tensile
uTsS excavat ear p'atES ’ti epair of - £ ma,e
) ors, bucket . Up adapt,, 4 di n
= o . i u -
¥y (N | Hardness : ;5% (Min.) Al specially desi )
: : _ e I . '
T (mm) . 2050 220 BHN s ode with dgun;gx high str- N
Current (amps) 50 3.15 4.00 alloy S)gng dissimilar anS;ructu,._ Jstenitic
DIFFU : 50-80 60110 10 co0 | oookerand everi beod Ve anga o
SALOY 0-150 140-190 | &€ and even b e with - "ange of
628 uTs cepted product ead forma arc
e type of industry. , having uses i W
:3? Elongation (L=4d) . 2 kgf/mm’ (Min.) ' “ */eve%
/l T H?rdneSS 5% (Min.) Specially design
AC/DC+ Size (mm) : 160- 190 BHN medium carbo ed for joining ar
Current { - 250 315 stainless steeln steel, low ar?d_"" <. oriayin
; amps) i : ) De f . s and sili hiah 3o gon
UNILOY 685 o S0 10 Sepor ot nah el S oy e
TENSILE 100-150 | weldin corrosion resist Sie strengun, ductiy
i STRENGTH : 6 g of silicon steel ance. Recorn ductility,
langatal > 68 kgffiony (Min.) Shoampngs, o
HARDNESS - 30% A Unique Io
& wW A
Sizsiimim) i 60=130 BHY s torsutation for hi electrode wi
Current (amps) 25 315 4.0 a 5 aning of medi or high stren tth.th ?UDEriOr
. 45.85 80-10 11 I c;’fbd'e o, atainl and high o fed e
i 00-14 on steels. / ess ste eels, t
0H40-150 carbon Steel|ss. ?lso reCOmmeilgl dand Stainlessog)l
tempera or corrosi e for overia
DIFF joini ture service on resistance Lk
USALOY ing hadfied upto 1100°C and high
800 ELH TEN machinery, t steel parts i . Parting tools
SILE STRENGTH : plates, SUg’ar ra.ck pads fumam earth-mowng'
o Vield Strength :55- 60 kgf/mm’ il roller journels fc parts, caoler
¥ ‘ T Elongation (L=5d) 44 - 48 kgf/mm’ A basic ¢
CVN Im : 30% (Mi elect oated all positi
AC/DC+ | Si pact (+20°C) : 8 in.) ot rode providin itional 'Extra Low
ize (mm) : 80J (Min.) e arant quality Hydrogen
Cu . 3.15 steels. Deposi carbonand | welds on mild
rrent (am d 4.0 e p posits a ow alloy hi
DIFFU ps) . 100 . 5.00 mbrittlement re free from hyd igh strength
SALOY 81 140 130-170 applications in Can be used ydrogen indu
SPECIAL 3 TENSIL 160:200 Sreel gears, Include. automotiv dirty steels and
T ViEi ESTRENGTH : 63 defects Etc, sprockets, loco of:lave frames, hubs,
T Lo B LDSTRENGTH - 530 N/mm* (Min.) ' mes, steelcasting
Ongatiﬂn “_ . 0 N/mml Mi 5 A
acoe+ | YN =4d)  : 16% (Mi (Min.) newly Speci ]
i Impact (+20°C) : % (Min.) g’lo. V alloy dglsai”y formulated basic
ize (mm) : 50J (Min.) oiler and pi gned for welding C coated Cr N
fliend . 315 compositi pe steels and g Creep Resistant
{amps) o 400 50 of upto 0 ubjectedto 0 cast steel of identica!
L 90120 120150 1 0 building ek e recOmp;ra“”g temperatures
150-200 porosity p carbon steels ﬁnded for joining o7
meChamcor cracking, wiéha oy steels without
welding al properties. A exceptionally high
cast steel of identi pplications _includ
ical composttion, creep
er and piping

resistant Cr Ni
system ¢ r Ni Mo V steels | p
onstructi els in boil
grade such truction etc. Speciall i
asG 17CrMoV 5-10 ially for material




TECHNICAL DATA

DESCRIPTION & APPLICATION

DIFFUSALOY TENSILE STRENGTH : 56 - 62 kgf/mm’ A basic coated 'Low Hydrogen Electrode’ for low
818 Yield Strength 48 kgf/mm’ (Min.) alloyed Cr-Mo steels,‘ tempered steels etc.
:A? ? Elongation 20% (Min.) Desjgned for all opOSItIOnal welding and scale
gt Size (mm) 315 4.00 5.00 resistant upto 550 C'. -
AC/DC+ | Current (amps) 100-140 130-170 160-200 Ideal for manufacturing vessels and pipe lines etc.
DIFFUSALOY TENSILE STRENGTH : 73 kgf/mm? (Min.) All positional hydrogen controlled electrode with
1018 Yield Strength 69 kgf/mm’ (Min.) alloying elements like Ni-'Cr-I\{Io providing hsrc_‘;_h
:_3? T Elongation (L=4d) 20% (Min.) strer?gth depgsnt. Deposit gl\;e::s radiographic
‘/i CVN Impact (-50° C) 30 J (Min.) quality and resist creep upto 550°C.
AC/DC Size (mm) 3.15 4.00 5.00 Ideal for repairing of parts of HEMM, armour steel
Current (amps) 90-140 140-180 190-250 St
DIFFUSALOY TENSILE STRENGTH : 70 kgf/mm’ (Min.) A superior joining electrode having excellent
6180 ‘ Elongation (L=5d)  : 30% (Min.) resistance to impact a?nd abra§|pn. Electrode
L* CVN Impact (+20°C) : 50 J (Min.) exhibits ability to weld in all posm'on_, ‘easy slgg
/+ * Size (mm) . 3.15 4.00 5.00 detachability and extra crack resnst!v!tY. Major
e ) application includes high strength joining and
Ac/pc+ | Current (amps) + 80-120 100-160 140-190 heavy build up of Mn steel in mining and earth
moving industries.
CA 7018 TENSILE STRENGTH : 55 - 60 kgf/mm’ Q low Hydlrogen |‘;jLo Templ>(’1’ etlecfrode gesignedbfor
2 (M -ray quality welds on mild steels, medium carbon
1ED S.TRENGTH 44°kgf/n'1m {bdin, and low alloy strength steels. Deposits offer
Elongation (I=5d) : 25% (Min) resistance to hydrogen-induced embrittlement. It
CVN Impact (-20°C) : 75 J (Min.) is an all positional electrode for joining of medium
Size (mm) 3.15 4.00 5.00 carbon low alloy steels and machining steel
Current (amps) 100-140 130-170 160-200 without porosity or cracking. The deposits are
radiographic type having very high physical
properties. Applications include pipelines,
tankers, crane booms, steel gears, loco frames
etc.
DIFFUSALOY TENSILE STRENGTH @ 50 kgf/mm’ (Min.) i\hunlique !ﬂrodurfit thfignethDeciatlLv for Weldigg
2 (N e low-alloy, high-strength 'weathering' grade
sl ‘Sf ? Yieio Strengtil d ;g;if&n:; g steels such as ASTM A588 and A242.
/‘ ‘I’Elongatm{] (L,—S ) . o/o Mi ' A specially formulated coated ‘'Extra Low
AC/DC+ % Reduction in Area : 40% ( ""') Hydrogen' ‘Low Temp' alloy designed for X-ray
CVN Impact (+20°C) : 50 J (Min.) quality welds on mild steels, medium carbon and
Size (mm) 25 315 4.00 5.00 low alloy high strength steels. It is recommended

Current (amps)

60-85 90-120 120-150 150-200

for joining or building up carbon steels and alloy .
steels, without porosity or cracking (espet'ially of
the hydrogen induced type), with exceptionally
high physical properties. An all-position electrode
with high impact strength.




DESCRIPTION & APPLICATION

A specially developed 'ZERO FERRIT:-

: m’
DIFFUSALOY ZF TENS|L§ STRENGTH 60 kifén% steel electrode for all positional weid:- ‘ﬂ‘leSS
AC/DC+ Elongation 30+ T austenitic stainless steel grade 316 | .‘,uf"y
Size (mm) : 200 25 315 . Urea reactors, chemical plants wh: '\:ior
Current (amps) . 35.45 50-70 80-100 110-140 | registance is required against stro:: - on
nitrogenous media. EroF
DIFFUSALOY TENSILE STRENGTH & 70 kgf/mm (Min. Highistrangth ‘oW tEp BUsteiits steel
i <54 . 25% (Min) electrode that contain special . ovin
253 MA :3? T Elongation (L=5d)  : - elements. Stable Fusion, Easy S/- : ang
vl CVN Impact (+20° C) : 50 J (Min.) Smooth and Bright bead appeararic
Ac/pc+ | Size(mm) : 25 315 400 5.00 It is used in Furnace compo bt
Current (amps) . 45-70 85-115 100-135 135-170 | Petrochemical and Refinery tut: ; ,,;
Power boilers etc.
DIFFUSALOY TENSILE STRENGTH : 53 kgt/mm’ (Min.) T e TBE oo, coalSe eorlasl ferie
304 L Bl . . 35% (Min. electrode, resists corrosion & high - - eratyre
S.ongatlon ) 200( 2n5) 315 4.00 upto 800°C. The weld metal has excciicnt creep
‘ST 4 ize (mm) - e : : ' strength. Used for joining and overlaying AISI
‘/i Current (amps) : 35-45 50-60 80-100 110-140 301, 302, 304, 308 and also in dairy & chemical
AC/DC+ industry.
DIFFUSALOY TENSILE STRENGTH : 53 kgf/mm* (Min.) A 'Low Temp' all positional austenitic stainless
300L Elongation (L=5d)  : 30% (Min.) steel electrode for the welding of stainless steels
<y_\+ * HARDNESS - 160 - 190 BHN of AISI types 30.9,.31-6 clad steels and 310. It is
‘(¢ Size (mm) ae  mie 400 500 also used for dissimilar and unknown stainless
AC/DC+ m SRCL s : ' steels and for joining these to steels.
Current (amps) : 40-90 60-110 100-140 140-130 | Recommended for overlays on carbon steels of
corrosion resistance and high temperature service
upto 1100°C. Ideal for welding furnace parts, heat
exchangers, heat treatment boxes, kiln cooler
plates and for clad steels.
DIFFUSALOY TENSILIF STRENGTH : 58 kgf/mm?(Min.) A 'Low Temp' all positional austenitic stainless
309 Mo 3 * Elongation (L=5d)  : 26% (Min.) steel electrode for the welding of stainless steels
4;/+ [N | Size (mm) : 25 315 400 5.00 olf AISI tzp;as 3(29,_31_6 clad steels and 310. }t is
Current (amps) . 40-70 70-100 90 ) also used for dissimilar and unknown stainless
AC/DC+ 090-135 130-165 | gteels and for joining these to steels.
Recommended for overlays on carbon steels of
corrosion resistance and high temperature service
upto 1100°C. Ideal for welding furnace parts, heat
exchangers, heat treatment boxes, kiln cooler
plates and for clad steels.
DIFFUSALOY TENSILE STRE : g
A6 - l.—NGTH : 55 kgf/r?m A 'Low Temp' Extra Low Carbon all positional
" 4 Jonga ion (L=4d)  : 30% (Min.) austenitic stainless steel electrode for the welding
? ? Size (mm) : 25 315 400 5.00 of stainless steels of AISI types 316, 316L, 317
v Curent amps) ;4070 80-100 100-130 130169 | 2" 318: Deposits of Diffusaloy 316L offer
AC/DC+ superior resistance to intergranular corrosion. For

CVN Impact Strength (20° C) : 9-12 kgfm/cm?

production and maintenance applications in
chemical and paper industries, where service
conditions demand excellent resistance to pitting
and corrosion under strongly oxidizingﬂ;’_’J




TECHNICAL

DESCRIPTION & APPLICA

DIFFUSALOY TENSILE STRENGTH : 53 kgf/mm’ (Min.) A specially designed Low Temp austenitic stainless
47 Elongation % (Min. steel electrode for all position welding of stabilized
3 \T . ; 30% (Min.) austenitic stainless steel grades, like AISI 321,
‘2& T Size {mm) 25 315 400 500 347 etc. The special additions make the weld
Current (amps) 40-70 60-100 80-130 130-160 | metal resistant to intergranular corrosion.
AC/DC+ VN | e 2 Excellent for applications in Dairy, Food, Chemical
CYNImaiact Strength [- 20°C) + 8:12 kgfn/om and Nuclear plants. Since the weld metal is
stabilized, it is not susceptible to sensitization, i.e.
Chromium carbide precipitation.
DIFFUSALOY TENSILE STRENGTH : 55 kgf / mm’ (Min.) A special low heat input electrodefcgeveloped vlllitz
i ; superior alloy formation which offers controlle
o '\T t El~ongatlon S0 (M} Ferrite-Austenite structure for high strength
? T Size (mm) 25 315 400 500 joining and cushioning of medium and high carbon
i Recommended Welding steels, tool and die steels. Special A;)lplicatiqlg
AC/DC+ includes Anchor joining, Stainless steel to mi
Current (Amps) 50-75 80-110 100-140 140-180 steel, Inlet feed Pipe of Sponge Iron Plant. Parting
tools, joining Hadfield steel parts in earthmoving
machinery, track pads, furnace parts, cooler
plates, sugar mill roller journals etc.
DIFFUSALOY TENSILE STRENGTH 53 kgf/mm’(Min.) An ELC type austenitic stainless steel electrode for
908 L - 4 Elongation (L=4d) 35% (Min.) gl(l)gos;tlprllal weltdlnlg oi\;l\IISI 30#33;;12:&;::;
opy - : stainless steels. Alloy exhibi
17& T CYN Impact (+20°C) : 80 J (Min.) weldability with spatter free deposits. Excellent
Size (mm) 250 3.15 4.00 5.00 for welding all above grades of stainless steels in
AC/DC+ | current (amps) 40-70 55-100 75-130 125-160 | dairy, food and chemical industries and nuclear
plants with minimum carbide precipitation.
DIFFUSALQY TENSILE STRENGTH : 57 kgf/mm’ (Min.) An all positional austenitic stainless steel
0 Fongeton ool i 8 e el Extalient. resiomnce o bigh
o . in y an o hi
‘>? T C,VN Impact (+20°C) : 80 {Min.) temperature oxidation (upto 1100°C).
v Size (mm) 250 3.15 400 5.00 Applications include furnace parts, heat
AC/DC+ | Current (amps) 40-70 60-100 80-135 130-175 | exchangers, heat treatment boxes, furnace
stands, heating elements, kiln cooler plates and
for clad steels.
DIFFUSALOY TENSILE STRENGTH : 55 kgf/mm’ (Min.) An ELC type all pos.itional austenitic stainless steel
916 L Elongation (L=5d) 30% (Min.) electrode for welding of AISI 316,316 L, 317 and
'\T CVNI t(+20°C : 80J(Min.) 318 stainless steels. Superior reistance to
"‘7‘ T . mpac ’ ' intergranular corrosion. Minimum carbide
Size (mm) 250 3.15 400 500 precipitation helps in welding of components in
AC/DC+ | current (amps) 40-70 60-100 75-130 125-160 | chemical, paper and fertilizer industries.
DIFFUSALOY TENSILE STRENGTH : 56 kgf/mm’ (Min.) An ELC type austenitic stainless steel electrode for
9171L w A Elongation (L=5d) : 35% (Min.) :yai?\(l):s‘tslosr;:IeIWJecl)?rI\ri\r?g Oafntli\ Ifjeflgi'ng 107n I;' »34112
% * Siza {mm) $ 250, &1g. 400" 300 range of dissimilar steels. Special alloy chemistry
¥y , 0 90-150 135-185 :
AC/DC+ Curré ity % #0-70.50-110 91X i provides a better working temperature from -

60°C to +550°C. Weld metal is resistant to hot
cracking and microfissuring.




TECHNICAL DATA

[ TECHNICALDATA

NODURON TENSILE STRENGTH 45 - 50 kgf/mm’
60 HARDNESS 180 BHN

Elongation (I=5d) 15% (Min.)

CVN Impact (-20° C) 75 J (Min.)

Size (mm) 3.15 4,00 5.00

Current (amps) 70-100 120-160 160-210

///
FEROCAST 102 Size (mm) . 315  4.00
. 80-120 100-150

Current (amps)

-

]
CACI 150 HARDNESS . 140- 180 BHN
u.Ts. . 37 - 44 kgf/mm’
Size (mm) . 250 3.5 400 500
Current (amps) . 40-70 70-110 90-120 120-170
///
cINOD 160 TENSILE STRENGTH 35 - 40 kgf/mm’
HARDNESS 150 - 210 BHN
Size (mm) . 250 3.15 400 5.00
Current (amps) 50-85 80-120 100-140 120-170
///
CACI 540 TENSILE STRENGTH 35 - 40 kgf/mm’
HARDNESS 140 - 170 BHN
Size (mm) . 250 3.15 400 500
Current (amps) 45-75 75-110100-140 130-170
“_______,,—//"
CACI 650 TENSILE STRENGTH 30 - 35 kgf/mm’
Size (mm) . 250 3.15 4.00 5.00

Current (amps) . 45-75 75-110 100-140 130-170

VDESCRIPTION & APPLICATION

A specially developed basic graphite coated
electrode consisting of a very complex flux
chemistry. The flux coating is designed to give a
fully covering slag, which can be easily removed
after the bead is cooled. Hence both the transition
zone as well as HAZ are FULLY MACHINABLE, even
with a HIGH SPEED STEELTOOL.

1t used for welding all types of cast irons - Grey
cast iron, malleable cast iron, nodular castiron or
ductile iron-pearlitic as well as ferritic varieties. It
can also weld cast iron to steel, dirty, oily cast

irons thick to thin castirons.

e

For conditioning the contaminated surface on cast
iron prior to use of superior machinable cast iron
product. Deposits are quick freezing type and

non-machinable.

T

ectrode with Ferro Nickel core
cast iron without preheating.
airing of cast iron. filling
rfect colour match. Canbe

CACI150 is an el
wire for welding
Recommended for rep
foundry defects with pe
usedformalleableand S.G.Iron.

e

A high nickel type of electrode formulated for high
strength joining of nodular iron with exceptional
crack resistivity. The deposits are machinable.
Suitable for pump casing, valve bodies, valve
flanges, beli housing, motor COvers etc.

-

A newly formulated low heat input, highly crack
resistant cast iron electrode for Nodular iron
casting, malleable, as well as grey irons with
excellent machinability. Recommended for high
strength joints on C.l. housings, dies & for joining

castironsto steels.

copper alloy for build up
of castiron andcastiron
deposits are machinable and very
lling up cast iron castings.

rebuilding missing sections etc.

Anew economical nickel-
and joining various types
to steels. The
much suitable for fi
pump bodies,




TECHNICAL DA

TENSILE STRENGTH

A

s e e

DESCRIPTION & APPLICATION .

A pure nickel electrode for .

GRELOY 850 30 - 35 kgf/mm’ -
: HARDNESS 150 - 180 BHN machinability, suitable for build up - ! n
Size (mm) 250 345 400 500 | Jomnd various types of castironana - .0
Current (amps) - 45-80 60-11080-130 100-170 Applications include machine b )
blocks, motor / generator/pump cz- if’”
machine slide etc. il
SUPERCINQD TENSILE STRENGTH : 40 - 48 kgflmm’ A special cast iron electrode with wery
1600 YIELD STRENGTH 30 - 40 kgf/mm’ Specially designed for ductile, - '4\"{;
HARDNESS 150 - 200 BHN crack resistant repair welding or odear
Size (mm) . 250 345 400 500 cs::s;iron and malleable iron and i~ irme by
eel.
Current (amps) - 50-85 80-120100-140 100-170
Recommended for use ondirty, agec = = ot cae
iron.

SUPERCUT Size (mm) : 315 4.00 5.00 AC/DC cutting electrode for cutting, piercing &
Current (amps) - 125-300 150-325 175-350 removing all metals using standard electric arc
welding equipment.

SUPERGOUGE Size (mm) : 315 4.00 5.00 An AC/DC, highly efficient electrode for
Current (amps) - 130-190 200-260 275-325 chamfering and grooving all ferrous & non-
ferrous metals using std. electric arc wielding

eqpt. No air or oxygen is necessary.
- CARBOFUSE Size (mm}) : 700 8.0 Dual electrode for gouging or bevelling all meta!s
BC{-) Current {amps) - 130-60 140-280 by air- arc gouging process (carbofuse G) 25 well
as for fusing paste SOP (Carbofuse F). Specia!
copper coating remains intact & does not get

overheated unlike the normal rods.




' DESCRIPTION 'AP'P cﬂb

IFFUSALOY 1 .
RIERUSATRECEES EENSILETSTRENGTH i 40 - 45 kgf/mm’ A general purpose brazing alloy for joining mild,
razmg emp. : 820-870°C low carbon and galvanised steel, copper and

Size (mm) 3.15 x 450 copper-base alloys. For fillet and butt joints on
mild steel, low carbon and galvanised steel
sheets, tubes and plates, dissimilar joints
between steel and copper, brasses and bronzes.
Available in bare as well as coated variety.

DIFFUSALOY 181 TEN.SILE STRENGTH 50 - 60 kgf/mm’ For build up and overlaying cast irons and steels
Brazing Temp. 820 - 870°C and also suitable for joining dissimilar metals
Size (mm) 3.15 x 450 including copper alloys.
Applications include spur gear teeth, bearing
surfaces and shafts. Alloy deposits have low -
coefficient of friction and are machinable.
Available in bare as well as coated variety.
DIFFUSALOY 202 TENSILE STRENGTH 27 - 33 kgf/mm’ A low-melting, self-fluxing alloy for joining

Brazing Temp. 750 - 850°C copper assemblies and for joining copper-base

Size (mm) 1.6 x 450 to 3.15 x 450 alloys.

Applications include electric motor manufacture,

commutator joints, electrical contacts,

refrigeration tubes and assemblies.
DIFFUSALOY 242 TENSILE STRENGTH 40 - 45 kgf/mm’ High tensile, low bonding temperature, silver

Brazing Temp. 700 - 850°C type alloy for high strength joining of all metals

Size (mm) 1.6 x 450 except white metals.

Shim (mm) 0.12x 25 Excellent for joining brass, mild and alloy steels
to stainless steel. Applications include T square,
butt and flange joints.

DIFFUSALOY 252 TENSILE STRENGTH 48 - 53 kgf/mm’ A high silver brazing alloy for high strength and

Brazing Temp. 600 - 750°C for thick and thin flowing applications.

Size (mm) 1.6 x 450 Ideal for tungsten carbide tipping, carbon, alloy

Shim (mm) 0.12x25 steels, stainless steels, nickel alloys, copper and
copper alloys and dissimilar metals. Faorlap, "T"
square butt and flange joints.

DIFFUSALOY 262 TENSILE STRENGTH 58 - 65 kgf/mmz An extltemely versatile low melting_alloy having
: R o very high percentage of silver with excellent

Brazing Temp. 600 - 750°C , . licati

Size (mm) Rod: 1.6x 450 w'eldablhty for thin flow applications on copper

S:fm (mm) Shim : 0.12 x 25 nickel, carbon and alloy steels.

| . .

Provides high strength joints on dissimilar metal
joining applications.

For all brazing algys separate?ux s to be used except for Diffusaloy 155C & Diffusaloy 181C which are flux coated type. Silver alloys of any composition can be provide

d depending upon requirement & applications.
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range (4

“PTA/Laser cladding

DESCRIPTION ;
AND SUGGESTED uses |

LSN C-06PL

150-63

Recommended to resist
corrosion, impact and
oxidation at elevated
temperatures, Can be applied
by PTA or laser. Stearn and
chemical valves. Hot <ol
handling equipment « .
tongs, shear blades, -

LSN C-12PL

180-75|150-63

125-53

47-52

Provides good wear zr
corrosion resistance ar
elevated temperature-

e

LSN C-21PL

180-75|150-63

125-53

27-35

C-21 provides good corrozan |
and chemical resistance ,
combined with good ductility
and resistance to thermal
shock. Used for gas turbine
blades, extrusion dies and
forging equipment.

LSN C-480Fs

125-45

106-38

90-38

45-50

Spray fusible version of C-06-
PL. Contain melting point
reducers to alloy self-fluxing
action.

LSN C-590FS

125-45

106-38

90-38

56-61

Spray fusible version of C-12-
PL. Contain melting point
reducers to alloy self-fluxing
action.




-~ POWDER

‘Hardness |-
R ‘Powder
‘| welding

"HRC

APPLICATION

Flame

spray

PTA

GTA

HVOF

Laser
Cladding

DESCRIPTION
AND SUGGESTED USES

LSN N-120

10-15

Formulated to produce ovnrldy for non- magnetnc steels. Qil
and gas explorations: srdbohzr'r'

LSN N-251

23-28

Excellent corrosion resistance to oxidising mrﬂta and high
resistance to intregranular corrosion and stress corrosion
cracking. Good high temperature strength. il and gas
explorations: stabilizers.

LSN N-280

25-30

Low hardness alloy. Formulated to produce high quality,
low porosity overlays and easy applications, Gil and gas

explorations: used in combination with tungsten carbide |
segments to protect down hole drilling stabilisers. !

LSN N-321

30-35

Good oxidation and bond strength provides 2 suitzble i
baffle layer when applying high hardness/highly stressed |
overlays. Oil and gas explorations: stabilizers.. i

LSN N-330

30-35

Versatile alloy. Affords good wear and oxidation resistance |
combined with easy machining. Suitable for repair. Used rm
con-cast steel rollers. Shafts, sleeves and pistons.

LSN N-380

35-40

Used where required good ductility, oxidation and corrosaoru
resistance with good machinability. Uses-Petroleum v;
industry: pump shafts, bushes and sleeves, wear rings,
sucker rod couplings, centrifugal pump parts. Mining:
crusher shafts.

LSN N-480

:

45-50

Good abrasion and corrosion resistance. Uses include
diesel valves, rocker arms, bearings, pumps sleeves, sezl
rings, piston rods, brick moulds, mixer blades.

LSN N-530

50-55

Medium to high hardness with reasonable ductility.
Applications: shafts, sleeves and plungers.

LSN N-550

53-58

Medium to high hardness alooy. Used extensively in the
plastics/chemical industries for the protection the flights of
screw conveyers.

LSN N-551

52-57

Special formulation. Forms complex carbide precipitates fon
excellent abrasion resistance.

LSN N-570

55-60

Special formulation. Forms complex carbide precipitates fon
excellent abrasion resistance.

LSN N-580
-

55-60

High hardness alloy with excellent resistance to heat and
abrasion. Used for the protection of shafts and plungers.
Can be finished by carbide tools and grinding.

1

| LSN N-600

57-62

Similar to LSN N-580, contains Cu and Mo for higher
corrosion resistance.

LSN N-610

59-64

Highest hardness NiCrBSi alloy with excellent resistance to
heat and abrasion. Used for the protection of shafts and
plungers. Machineable by carbide tooling and grinding.

LSN N-611

57-62

Contains Cu and Mo for excellent corrosion and abrasion
resistance.

LSN N-620

59-64

Most wear resistant alloy in the range. Forms complex
carbide precipitates for excellent abrasion resistance.




Diffusion

base

2.2

19

Sultable for non-magnetic steels (e.q ¢
industry stabllisers), Soft repair alloy, .
filed,

225

N-150

13-18

base

0.8

2.3

0.2

Sultable for minor repairs, Can be fi
by filing.

27

N-180

16-21

base

0.8

2.3

0.5

Low hardness, high ductility and exc:
impact resistance.

N-200

16-23

base

1.5

2.4

Repair powder. Excellent at high
temperatures

227

N-250

22-27

base

2.1

1.1

2.8

0.3

Used for protection of a variety of Glas-
Mould components. High quality, low pore.. -,
deposits.

N-270

24-29

base

2.1

2.8

0.9

2.7

0.5

Glass Industry Moulds. Used for protection of
mould edges and matched seams.

-

§

N-280

26-29

base

1.7

2.6

0.5

Specially formulated for hardsurfacing of
Stabilisers used in the Qil Industry.

230

N-300

28-33

base

2.1

0.85

1.8

0.15

0.5

3.5

Developed for Glass Mould components
including guide rings, sleeves, baffles. Good
for thick deposits.

228

N-310

28-33

base

1.1

3.7

0.5

Similar to N-300 but with higher hardness.
Can be used to repair some aluminium
bronze components.

32-36

base

2.1

2.8

0.15

Excellent for G.1. neck ring compenents.
Produces porosity free deposits with good
high temperature abrasion resistance.

N-370

35-39

base

2.1

1.3

2.8

0.15

0.5

3.2

Similar to N-340 but with higher hardness.
Can be used to repair some aluminium
bronze components.

43

N-380

35-40

base

1.9

3.1

0.5

2.5

Good all-round repair alloy with low/medium
hardness and good impact resistance.

N-480

45-50

base

13

2.5

3.4

0.45

4.5

Medium hardness and reasonable impact
resistance. Good abrasion and corrosion
resistance.

63

H-580

55-60

base

15

4.6

0.7

4.5

High hardness alloy. Excellent abrasion
resistance. Low ductility. Not suitable to
resist impact.

88

N-620

59-64

base

17

0.8

17.3

High hardness and excellent resistance to
sliding wear. Not suitable for machining
without suitable tooling.

RIS E N




30-35

base

6.3

1.2

0.37

1.75

Good ductility and crack resistance. Suitable
for hydraulic pistons and shafts.

N-380

35-40

base

1.9

3.1

0.5

2.6

Good ductility, oxidation and corrosicn
resistance. Medium hardness. Used o
Petroleum industry: pump shafts, ushe
sleeves, sucker rod couplings.

N-390

35-43

|base

10

1.75

3.2

0.45

2.5

7.5

Excellent resistance to erosion by particie
impingement at high temperatures. Used in
waste to energy incinerators.

N-480

45-50

base

13

2.5

3.4

0.45

4.5

. SIS

ey

Good abrasion and corrosion resistance. tses |

include: diesel valves, rocker arms, beanngs,
pump sleeves, seal rings, piston rods,

N-530

50-55

base

13

0.6

3.75

High hardness with reasonable ductility.
Applications include shafts, sleeves and
plungers.

N-580

55-60

base

15

4.6

0.7

4.5

High hardness alloy with excellent resistance
to heat and abrasion. Used for protection of
shafts and plungers.

N-570

55-58

base

13.7

2.6

3.7

0.6

35

Alloy precipitates complex carbide hard
phases which afford excellent resistance to
sliding wear. Can be finished with carbide
tools and grinding. Widely used for glass
mould NNPB plungers.

N-591

57-61

base

12,5

0.5

3.8

12,5

Similar to N-570. Higher hardness and lower
ductility, Can be finished with carbide tools
and grinding.

628A

N-610

59-64

base

17

3.3

4.3

0.9

Highest hardness NiCrBSi alloy with excellent
resistance to abrasion up to 650°C. Used for
coating shafts and plungers.

N-611

57-62

base

14.5

3.3

3.9

0.6

2.5

2.8

Similar to N-610 but with superior resistance
to corrosion when exposed to certain acids
and aqueous media.

N-616

58-64

base

17

3.8

0.6

2.5

3.3

High Cr and Mo contents provide excellent
resistance to chemical corrosion. Suitable for
applying as thick coating if required.




N-260

3.4 |1.25

0.2

1.25

Low hardness, high ductility anc - by
machinable. Suitable for repai:
protection of glass mould corr -

N-281

25-30

base

2.9

0.12

0.8

Similar to N-260. Suitable ]
bronze substrates.

N-321

30-35

base

3.6

0.25

1.25

0.75

Low/Medium hardness alir :d?
Glass Mould Neck Rings. e

N-330

30-35

base

58| 1

4.1

0.3

1.5

]
suitable

3 ductile
-"‘g low

Good wear and hot wear «
for Glass Mould Neck Ring;
bronze substrates. Also su
intermediate bond layer v+
ductility overlays.

N-380

35-40

base

3.1

0.5

2.5

Good ductility, oxidation zri. ~orrasion
resistance. Medium hardness. Suitable for
component repair and surface build up.

N-390

35-43

base

10 |1.75

3.2

0.45

2.5

7.5

7.5

Excellent high temperature wear resistance.
Good machining properties.

N-480

45-50

base

13125

3.4

0.45

4.5

7.5

7.5

Good abrasion and corrosion resistance.
Reasonable ductility and crack resistance.

N-550

51.56

base

17.5| 2

Specially formulated to retain high hardness
when applied by PTA welding. Widely used in
Plastics industry (screw conveyor flights).

N-580

55.60

base

15| 3

4.6

0.7

4.5

High hardness alloy with good resistance to
wear and corrosion.

N-i625*
Inconel*

N/A

base

21.8

0.4

3.6

0.5

Excellent corrosion resistance, used
extensively in chemical processing. Alsa
suitable as an intermediate layer when
applying hard protective alloys to difficult
substrates.

N-500

~50

base

3.1

High hardness, good ductility and resistance
to abrasion. Often combined with fused
tungsten carbide for a wear resistant coating
to extend the service life of coal and oil sand
extraction equipment.




PTA and HVOF Grades
co1 | 50-58 | base 2.5 29 1.8 T T as
c-06 | 38.46 | base 1.2 29 1.2 A TR
C-06H 42.46 base 1.4 30 1.3 o ‘ ;} ' ?
c-06L | 40-44 | base 1.2 29 " es |
c-12 47-53 base 1.5 29 1.7 8
C-12H | 50-54 base - 30 1.45 0.5 9
C-F 35-46 base 1.8 25.5 24 12
c-21 27-35 base 0.3 27 0.5 2.5 5.5 25
C-190 52-60 base 3.3 27 0.9 14
Self Fluxing Flame Spray Grades

i C-430 40-46 base 0.6 16 2 1.9 23.5 7.6

' C-480 45-50 base 1.1 18.5 0.8 1.7 3 2.5 13.3 8

: C-5%0 56-61 base 0.8 19 3.5 2.75 2.5 18 10

‘ C-600 58-63 base 1.5 19 3 3.1 1 14 15

| 620 | 60-64 | base 1.3 19 3.5 3.1 1.5 14 17

Emers BT

NWA-591-35FS Flame Spray Agglomerated & sintered 35
s NWA-580-25FS Flame Spray Agglomerated & sintered 25 55 - 60
NWA-610-40FS Flame Spray Agglomerated & sintered 40 59 - 64
NWA-541-40HV HVOF Agglomerated & sintered 40 53-58
NWA-571-40HV HVOF Agglomerated & sintered 40 55 - 60
705 NWC-580-50PL PTA Cast 50 55 - 60
L\\ NWA-330-60PL PTA Cast 60 30 - 35




B c" c Mﬂ 5' o H?'f""ow" H‘:Rc: Hy
F-801-HD Bal | 55| 3.4 | 14 | 21 | 03| 3 4.5gm/c | 12-17 sec 1
F-801-LD gal | 5.9 | 3.3 |141| 2 | 03 275|017 27-3.59m/c 25-35 sec
F-139 Bal 0 s | 20 |0.75 7
F-400 Bal | 12 | 35| 32 | 06 38-43 B
F-600* Bal | 12 | 3.6 | 32 | 0.6 >50 1
F-650* >55

Cod!  Particle Size Range pm  Mesh #
PW1 106 to 20 140 to 625
PW2 90 to 20 170 to 625
PW3 75 to 20 200 to 625

Flame spray and fuse

Particle Size Range pm

 Mesh # q

125 to 45 120 to 325
106 to 38 140 to 400
170 to 325

90 to 45

S A I8

Slze angepm |

63 to 20 230 to 625
53 to 20 270 to 625
53to 15 270 to (N.A.)
63 to 15 230 to (N.A)
53 to 15 270 to 550

article Size Range ym

PL1 180 to 75 80 to 200
PL2 150 to 63 100 to 230
PL3 125 to 53 120 to 270

Braze filler metals are supplled in the followmg standa

rd PSDs




High temperature brazing, developed some 60 years ago, has become an essential tool used in the
manufacture of components made from stainless steel and other high temperature materials nepe'cially
for complex or intricate designs with many joints. The LSN Diffusion manufacturing and mdﬁ&ﬂ team
members have been part of the continuous development in brazing filler metal chemistries and

application technologies.

Today LSN Diffusion offers the widest possible range of nickel based brazing filler metals, brazing pastes
and aids. Small lot sizes of customized or experimental brazing filler metals can be supplied to aid in
development projects. Larger production quantities are supplied on a spot or long-term contract bosis.

customized binders

LSN Diffusion offers a range of standard and customized binders used to facilitate the placement of the
brazing filler metal.

The binders may be organic or water based and designed for manual, automatic, spray, stencilling and
print based methods.

Frequently used binders include:

\\ LSNi-BrazBinder

\\ LSNi-BrazBinder-2

LSNi-BrazStop

LSNi-BrazStop is a versatile allpurpose maskin
where It is not required. Available as a water-based

g agent used to prevent the flow of brazing filler metal
formulation and in 1 litre and bulk containers,




|Fe |

i Mn

cu

\hdéithxg»
range °C

AWS;_
A5.8

AMS

EN IS0

LSNiBraz 1

Base

3.25

4.5

0.75

980-1060

BNi-1

4775

Ni 600

e s

LSNiBraz la

Base

14

3.1

4.5

4.5

980-1070

BNi-1a

4776

LSNiBraz 2

Base

3.25

4.4

970-1000

BNi-2

4777

Ni 620

LSNiBraz 3

Base

4.5

980-1040

BNi-3

4778

Ni 630
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LSNiBraz 4

Base

1.85

3.5

980-1070

BNi-4

4779

Ni 631

medi..  :vices: |

Low 7. cign and wide
melting ‘ange. Excellent for

LSNiBraz 5

Base

19

10

1080-1135

BNi-5

4782

Ni 650

wide Gap joints,

\
Good oxidation and Comosicn |
resistance at elevated
temperatures. Borgn free,

suitable for nuclear reactor uses,

LSNiBraz 6

Base

11

875-875

BNi-6

Ni 700

Low brazing temperature, !
Suitable for thin wall sections
(jet engine components,
tubing, heat exchangers),

LSNiBraz 7

Base

14

10.1

890-890

BNi-7

Ni 710

Excellent braze wetting at low i
temperatures with low erosicn,{
Good high temperature

corrosion properties.

LSNiBraz 8

Base

23

4.5

980-1010

Minimal erasion. Highly
suitable for brazing thin walled|
assemblies such as heat |
exchangers and honeycomb. |

|

{SNiBraz 9

Base

15

3.7

1020-1050

BNi-9

Ni 612

Combines good joint ductility
and high hardness.

{SNiBraz 10

Base

12

2.5

3.5

3.5

0.5

16

880-950

BNi-10

Ni 670

High strength at elevated
temperatures with good i
ductility. Suited to brazing

substrates containing Mo, W

LSNiBraz 11

Base

10

2.5

3.5

3.5

0.4

12

970-1095

BNi-11

Ni 671

and Co. —

i t
Similar to LSNiBraz 10 bu
with free flow. Suitable for
thin walled componentst
where close gaps are nc

LSNiBraz 12

Base

25

10

880-950

BNi-12

Ni 720

possible.

ing temperature
Low processing i
Good strength and €orres

LSNiBraz 100
LSNiBraz 101
LSNiBraz 102
LSNiBraz 103

Base
Base
Base
Base

25.5
13.5
31
30

3.5

5.8

5.7

900-1010
890-970
990-1050
990-1045

resistance. e
Combined properties g : Io%v
strengthand duct:hrys
brazing temperatures-
corrosion resist :

ate erosiqn. 2S).
:IL:: :t\:tomotlve industry (EG




TECHNICAL DATA

CORDIFF 48 HARDNESS : 58- 62 HRc A CrC type tubular wire for an abrasion resistant
Wire Diameter (mm) 1.6 2.0 24 2.8 overlay on plain carbon steel, Hadfield manganese
Current (Amps) . 170-230 200-250 260-310 300-360 steel & gray cast iron. Deposit exhibits multipie

Voltage (V) 1 23-26 24-27 25.28  25-30 hard phases, ensures resistance to low Stress
Wire Stick-out (mm)  : 25-30 25.30 3545 3545 scratching abrasion. This wire is recormended for
use in mining industries, cement mills ete
P i
CORDIFF 50 HARDNESS : 50-55HRc A high carbon, high chrome, tubular WiTE
Wire Diameter (mm) @ 1.6 2.0 24 2.8 depositing a weld metal having excel prasion
l Current (Amps) . 170-230 200-250 260-310 300-360 resistance under moderately high impact. It is
% Voltage (V) 1 23-26  24-27 25-28  25-30 useful for build up of crusher parts, bucket lips &
(% Wire Stick-out (mm)  : 2630  25:30 3550 3550 teeth. Multipass deposit is possiole. f
I —
| CORDIFF 55 HARDNESS : 58-60 HRc A CrC type flux cored wire having excellent
’ Wire Diameter (mm) : 1.6 2.0 24 2.8 resistance to abrasion and moderate impact. Very
Current (Amps) . 180-240 220-260 260-320 300-360| much useful for the application to resist abrasion
Z Voltage (V) . 2426 2528 2830  28-30 accompanied by corrosion. The resuiting deposits
‘} \Wire Stick-out (mm) : 20-30  20-30  35-45 35.45 cannot be heat treated, machined orforged.
CORDIFF 55 Mo HARDNESS : 57-60 HRc High C, Cr - Mo alloyed flux-cored wire electrode for
Wire Diameter (mm) : 1.8 2.0 24 28 hardfacing on parts that are exposed to high abrasive
Current (Amps) . 180-240 220-260 260-320 300-360| mineral wear. The weld deposit of this electrode has &
Voltage (V) . 2426 2528  28:30  28-30 higher temperature resistance (upto 450°C). Used for
Wire Stick-out (mm) 1 20-30  20-30  38-40 3545 | pumps, mixer parts, CONVeyor screws, tyres and liners of
cementand power plants.
CORDIFF 59 L HARDNESS : 55-60 HRc It is a tubular wire, which deposits a high CrC

i Wire Diameter (mm) : 1.6 2.0 24 2.8 alloy. It can be used whenever high abrasion

Current (Amps) . 180-240 220-260 260-320 300-360 accompanied by corrosion s expected. A
K Voltage (V) . 2426 2528 2830 2830 maximum deposit thickness of 8 mm is
{ recommended. The resulting deposits cannot be
3 heat treated, machined or forged. Applications
include Bucket teeth and lips, sand pumps (wet
sand possible), catalyst piping, impellers and
SCrews.

CORDIFF 60 HARDNESS . 61-63HRc High C, Cr - Nb alloyed flux - cored wire for severe
Wire Diameter (mm) : 1.6 2.0 2.4 2.8 abrasive wear. The weld deposit consists of
Current {Amps) . 180-240 220-260 260-320 300-360| chrome and niobium - carbides. Weld metal is non
Voltage (V) . 9426 2528 2830  28-30 machinable. Maximum deposit should be limited
Wire Stick-out (mm) : 2530 2530 3840 3545 to three layers. Very much useful for hardfacing
various critical parts of mining equipments,

cement and mineral industries.
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. 63-65HRe ngh C, Cr -Nb-B~alloyed fluyx o A
CURJEE St c\?ﬂogEsiter(mm) 016 2.0 24 28 special carbides for extrem: ) :’;'Sfe vah
re Uiam 4 g ) . 1055, H
. ; combination results in high abr.- hig
Current (Amps) ¢ 180-240 220-260 260-320 300-360 ghabr stance,
Voltage (V) © 2426 26-28 2831 27-30 Very much suitable for the .. of min
' g g 5 e L Nin
Wire Stick-out (mm)  : 2530 25-30  38-40 3545 equipments, augers, impeller Gersee
o S
i High C, Cr- Mo- Nb-~ V- W- ail;, ’
CORDIFF 65 Z HARDNESS : 63-65HRe ; ~0red virg,

Hardness reduction ~ : at 400°C app. 4% which forms extremely harc .

. at 650°C app. 10% This Is used for hardfacir« extremely

Wire Diameter (mm) : 1.6 20 2.4 2.8 strong mineral weaa; The q@; ins its wear

Current (Amps) . 180-240 220-260 260-320 300-360| resistance up.to 650°C. This “ommendeq

Voltage (V) 1 24-26  26-28 28-31 27-30 for use in| sintering plants, "5, and blast

Wire Stick-out (nm) : 25-30 2530 3840 3545 | furnacebells.

TTTTTT———
CORDIFF 67 HARDNESS : 63-67 HRC Highly alloyed C-Cr-V tubular wire for extreme

Wire Diameter (mm) : 1.6 2.0 2.4 2.8 abrasive wear _even'at elevated temperatures,

Current (Amps) 1 170230 220-260 260-330 300-360| Vanadium addition gives the fine grain structure

Voltage (V) . 922.25  24-27 2529  27-30 due to which the weld deposit prevents the

Wire Stick-out (mm)  : 2530  25-30  38-40  35-45 washout of the matrix and therefore the deposit is
very good for extreme high scratch abrasion.
Applications include Hardfacings on parts for coal
mining equipment, cements and minerals
industries etc

CORDIFF 70 T4 HARDNESS : 160 - 180 BHN CORDIFF 70 T4 is a tubular wire which produces a

Wire Diameter (mm) : 1.6 2.0 24 2.8 low alloyed deposit used for both joining and

Current (Amps) : 175-222 175-350 200-375 240-400| buildup. The weld metal has a high tensile

Voltage (V) 12327 24-28 25-28 26-30 strength and crack resistance.

Wire Stick-out (mm) : 25-30 2530  38-40  35-45 This special alloy is designed to join and buildup of
machine bases, booms, shovel and agriculture
equipment, wheels and supporting rollers.

CORDIFF 71T1 TENSILE STRENGTH  : 500 - 655 N/ Specially developed flux cored wire for al

Z:ELD STRENGTH < 400 N/mm' (Min.) positional welding, which gives radiographic W?'g

c\t.';'r\llglatlont — 22% (Muln.) metal quality with low'hydrogen. It gives hl%h

Wire Dmi:amcetf;(mm)) : 41172.1 (Mm.)1 . s deposition rate. Stable arc. Low spatter loss Wi

Current (Amps) : 110-180 1:’50-220 160-250 ea'.j:y Sie iemavals ile steels.

Voltage (V) . 2026 Suitable for welding mild and mild tensile

; 2228 2430 d mill scale
Wire can be use on general rusty an o 602
surface. Using 80%Ar/Balance CO2 or 100 /;‘:1 i
as the shielding gas. Suitable for welding Mm@~
i st37-2, St
mild tensile steels material such as ;lding
52-3, St-35.8, St-45.8, and also forvwhicles;
ship building steels, Bridges, Towers'h:rinery,
Rolling stocks, Chemical parts and Mac
wagons, steel frame etc.




175 TENSILE STRENGTH ;525 - 655 N/mm’ ecially deyeol p i
CORDIFF 7 YIELD STRENGTH & 425 N/mn’ i;’,,fﬁiji;, o o
Elongat.ion : 22% (Min.) metal quzity
Wire Diameter (mm) 1.2 1.4 16 strength 'r‘(‘ M b , ok
Current (Amps) : 110-180 130-220 160-250 atter loss with §
Voltage (V) : 2026 2228 24-30 spamerioee
Using E0%Asr/E21
shielding gas.
Structural stesi
vessels, Hezt tuct
and Heavy machine
CORDIFF 200 K HARDNESS The austenitic weld deposit of the highly zlioyzc
(as deposited) : 180 - 200 BHN flux - cored wire elecirode is oorosion resisizrt,
(wprk hardened) : 400 BHN work hardening, ant - ” =
Wire Diameter (mm) : 1.6 2.0 24 2.8 thermal shock resistznt uoto 850° C.
Current (Amps) : 180-220 220-250 260-300 300-340
Voltage (V) . 2426 2527 2527 2628 | Beceusecfhehich eﬂmcaﬁm (£0%) the 2oy 5
Wire Stick-out (nm) : 25-30 2530 3840 3545 | suitzble for cucile buffer [Zyes oo o
hardfacings and difficuit to weld stzels.
CORDIFF 203 HARDNESS : 200 BHN A tubulzr wire idez] for genera! febricetion and
Tensile Strength : 63 kg/mm sq. build up prior to hard suriading with 2 soeca f‘f:x
Wire Diameter (mm) : 1.6 2.0 2.4 2.8 induding intemazl vapour phase shisiding,
Current (Amps) - 180-220 220-250 260-300 300-340| climinztesthe n&dfm%,‘agmqgga_
Vo.ltage'(V) : 2426 25-27 25-27 26-28 Suitable for fillet and butt £ on ke i
Wire Stick-out (mm) : 25-30  25-30 3840 3545 T B weics ;
fabrication and mzintenanca. !
CORDIFF 250 K HARDNESS Austenitic high manganese and chromium alioyed
(as deposited) : 220 - 250 BHN flux cored wire elecorode, The fully 2ustenitc weid
(work hardened) : 450 - 500 BHN deposit is comrosion resistant, non - magnesc, fas
Wire Diameter (mm) : 1.6 2.0 24 28 | high plasticity and acts as a buffer, especaly oo
Current (Amps) - 180-220 220-250 260-300 300-340| old hardfading.
Voltage (V) L2026 2521 252 BB | oo work hardening upto S00 SHN. The
Wire Stick-out (mm) : 25-30  25-30 38-40 3545 deposits resist shrinkage, stress and high imgact
loading.
CORDIFF 300 HARDNESS . 280 - 325 BHN A low alloyed flux - cored wire electroce for |
Wire Diameter (mm) : 1.6 20 24 28 building up §pp!-cauo¢s that can be a:see.‘fc: m‘n ;
U - layer welding becausa the weid metal & gack -
Current (Amps) @ 180-220 220-250 260-300 3003301 o . 5 cvite.
Voltage (V) . 2426 2521 2521 2628 Deposits are machinable with carbide toois. Used |
Wire Stick-out (mm) : 2530 2530 3840 3545 | il o tractor wheels, steel shafts, gearans |

trunion, rai! inks etc.




DESCRIPTION & APPLICA'[

SILE STRENGTH & 57 kgf/mm' (Min.) Specially developed c-cr.y;, .,
CORDIFF e ;mgulion (L=5d) @ 35% (Min.) cored wire with high a”fj_ifﬂnless Stegy fl
Wire Diameter produces bright and sm,.  oNtent, Whicﬁ
112 16 2.0 24 2.8 presence of Ferrite, the “3d. Dye
el : 0| susceptibility t : etal hag | e
Current (Amps) : 120-200 180-230 220-250 260-300 300-340 F} Y to crackin o inte S lowey
Voltage (V) © 21.25 24-21 25.28  26-28  27-30 corrosion resistance as .. itent is:g"anu[a,
Polarity DG+ For welding and joinin- -
steel 304, 304L, 308L - -~ Stainjg,
alloy steels, Also reco. <r¥°e Stegls gng
wear resistant overlays is Or tough g
\\\
CORDIFF 308 L TENSILE STRENGTH ~ : 60 kgf/mm’ (Min.) Specially developed ¢- o stainfes
Elongation : 30% (Min.) flux cored wire with hig: g wntems eel |
Wire Diameter produces bright and s i bead. s;;”ecn
(mm) 112 1.6 20 24 2.8 stainless steel to mild <t Staple ang g, o |
Current (Amps) : 120-200 180-230 220-250 260-300 300340 |  arc, with very good slag det- - abiliy, ooth |
Voltage \Y] :121-25 24-27 25-28  26-28  27-30 For welding and joining o austenitic sy
Eatariy. :0C+ steel 301, 302, 304, 305, 308 and 309 roy |
stainless steel. Also recommended for tough ?:: ’
wear resistant overlays on ali steels,
CORDIFF 324 TENSILE STRENGTH  : 70 kgf/mm? (Min.) Itis a specially developed flux cored wire with high |
Elongation 1 20% alloying content, which produces bright ang
Wire Diameter (mm) : 1.6 2.0 2.4 2.8 smooth bead. Chemistry is so controlled; the |
Current (Amps) : 180-220 220-250 260-300 300-340 | ferrite-austenite duplex structure provices
Voltage (V) 12426 2528 26-28 27-30 resilience with very high strength. i
It is used for High strength, crack resistant jeining |
of unknown and dissimilar steels, Hadfield High
Carbon and alloy steels. Also recommended for
tough and wear resistant overlays onall steels. ‘:
CORDIFF 341 TENSILE STRENGTH - 80 kg/mm’ (Min.) - Specially developed flux cored wire with alleyind i
Wire Diameter (mm) : 1.6 2.0 2.4 2.8 content of C, Cr and Mo which offer 2 tough |
Current (Amps) : 170-230 220-260 260-330 300-360| microstructure, specially suitable asabuﬁgfhyeg ‘
Voltage (V) 2226 2421 2529 2130 | and for heavy build up. Weld deposit &"‘M:"fe ;’
' tensile strength, adequate creep P
strength, and good impact toughness.
U i f Roller Press RelS
sed for base layer build up 0 avy build
Also suitable as a buffer layer.and for "i Crusher
up, Impact proof, Frogs, Coarse crusher
Jaws, HP Rolls, Rails, Beaters.
CORDIFF 356 ; : The weldind
(SA WIRE) mﬂgfiimm : 40-42 e High Cr, Ni, Mo, Nb, V - a""?’:: :’,’,f: ctandhedt
Caitnt e m) : 1.6 20 24 28 deposit is resistant to corrosiot A layers
ok ps 160-260 240-280 280-340 320-400 Best results are achieved agplicaﬁo" like
W"eusu . . 20'26 22'26 24.27 25-28 Exc'usive'y developed fof
i ck-out(mm) : 25.30 25-30 38-40 35-45
bl

continuous cas:“ig_'iliic'//




CORDIFF 362 m{ms;zter i : ‘1‘06' 41 cho . Itisa Cr,Ni, Moalloyed tubular wire. The welding
Y : : . deposit is highly sui weldin 1 tough
(SA WIRE) Current (Amps) © 160-240 220260 260-340 300370 postt Is highly suitable for welding on tough,
Voltage (V) L2226 2221 42 253 corrosion resistant continuous cast rolls z2nd alan
E wear parts from the steel industry 204 large
machinery,
Exclusively developed for applications ve
continuous casting rolls, Bridge store, depasition.,
to thick areas of water, steam and gas fittings for
operating temperatures to 450° C; rope pouring
roles; on alloying buffer layers.
CORDIFF 400 HARDNESS : 380 - 430 BHN Tubular wire produces a low alloyed deposit for
Wire Diameter (mm) : 1.6 2.0 2.4 2.8 build - up and hardfacing of about 400 BHN. The
Current (Amps) : 180-220 220-250 260-300 300-340| depositistoughand resists toimpactload.
Voltage (V) © 2426 2527 2521 2628 | Can be used for multi - layer welding with
Wire Stick-out : 25-30 2530 3840  35-45 interpass temperature of 250° C. Very much
suitable for cable rolls, coupling, back up rolls,
chain links, wheel rims etc.
CORDIFF TT 400 HARDNESS : 55-60 HRc A specially developed tubular wire electrode,
Wire Diameter (mm) : 1.6 20 24 28 which produces highly alloyed deposit for
Current (Amps) : 170-230 220-260 260-330 300-360 hardfacing of parts subject to extreme wear and
Voltage (V) 2226 2421 2529 2730 impact. The alloy primarily consists of primary Cr
{ carbides and other complex carbides. It gives an
extremely wear resistant weld metal with
standing intermediate strength of Impact.
Used for hardfacing on parts subjected to extreme
wear and impact. Screens, wear plates etc.
CORDIFF 450 HARDNESS . 43 - 45 Hrc Very similar to CORDIFF 400 with higher
Wire Diameter (mm) : 1.6 2.0 24 2.8 hardness. For base materials with higher carbon
Current (Amps) ~ : 180-220 220-250 260-300 300-340| content a buffer layer or preheating must be
Voltage (V) : 2426 2521 2521 26 employed.
<, 28Wire Stick-out ~ : 25-30 2530  38-40 3545 | Applications are wheel rims, chain links, bucket
chains etc.
?“*
\ CORDIFF 480 NBS - | HaRDNESS . 58-62 HRc A tubular wire CORDIFF 480 NBS deposits a high
\ Wire Diameter (mm) 1.6 2.0 2.4 2.8 C-Cr-Nb alloyed weld metal used for hardfacing
Current (Amps) : 170-230 220-260 260-330 300-360 | which gives excellent resistant to extreme
Voltage (V) ;2226 2421 2529 27-30 abrasive wear. Weld deposit consists of chrome

Welding Parameters

: Current : DC+

and niobium carbides which offers an excellent
resistance to abrasion.

Good results are achieved by welding in two
layers. Used for Hardfacings on parts for coal
mining equipment, steel industry, cement
industry and mineral industries.




. | TECHNICAL DA

Tubular wire depositing a weld metal ¢

CORDIFF 502 HARDNESS : 48-51 HRe y imilzr to
(SA WIRE) Wire Diameter (mm) : 1.6 20 24 28 440 but more alloyed.
Current {Amps) - 160-260 240-280 280-340 320-400| Applications include concast rolls, pinch ke

20.26 2226  24-21 2528 strip mill table rolls etc. Excellent
35-45 resistance and resistance to thermal fat

Voltage (V)
Wire Stick-out (mm) : 25-30 25-30 38-40

#

i CORDIFF 600 OA HARDNESS : 53-56 HRc It is a tubular wire which produces Y

i Wire Diameter (mm) @ 1.6 20 24 2.8 alloyed deposit. The weld metz nigh

: Current (Amps) . 180-220 220-250 260-320 300-350 hardenability and produces a hardne: 55 Re

? Voltage (V) 2426 2521 2528 2130 even with relatively slow cooling : Pl
resistance is good provided adequate stand
interpass temperature are applied to: 2r with
slow cooling after welding. Recii-nce to

tempering is good.

Best choice for intermediate hardfacing iayer for
Roller Press Rolls. Parts subjected tc abrasion,
impact and compressive loads, sand pumps,
dredge pump parts, dredge ladder rolls, etc.

i CORDIFF 601 HARDNESS - 56-60 HRc CORDIFF 601 is a tubular wire. It deposits Cr-Mo-

£ Wire Diameter (mm) : 1.6 2.0 2.4 2.8 W-V alloy. Deposits have high hardenability and

§ Curent (Amps) ~ : 180-220 220-250 260-300 300-400 give hardness upto 60 HRC even on slow cooling.
Voltage (V) 12426 2521 2521 2628 Resistance to tempering is good.

Wire Stick-out (mm) : 25-30  25-30 3840 3545 Best suited for abrasion, impact, compressive
loads, sand pump, pump parts, tool joints etc.

CORDIFF 603 HARDNESS : 46-48 Hrc Cr, Mo, V, W-alloyed flux cored wire with excellent
Wire Diameter (mm) : 1.6 20 24 2.8 properties to resist abrasion and impact. The
Current (Amps) . 180-220 220250 260300 300-400| Wwelding deposithasahigh hot hardness upto 550°
Voltage (V) 2426 2521 2521 2628 | G

Wire Stick-out (mm) : 25-30  25-30 3840  35-45 Very much suitable for sealing area of blast
furnace bells. -

CORDIFF 801 ER HARDNESS : 60- 67 HRe It is a specially developed tubular wire electrode,
Wire Diameter (mm) : 1.6 20 24 28 which produces highly alloyed deposit of Fe-C-Cr-
3“;'9"‘ (Amps) : 180240 220260 260-320 300360 | Ni-B and other special alloyed elements.The alloY
v:a:?:g(:;rameters : éi::ntng 2530 2631 primarily consists of carbides, borides and other
’ y complex carbides. It has excellent toughness for
this high hardness range.

Application includes Hardfacing on parts of coa:
mining equipment, cement, steel and minera
industries subjected to fine particle erosion.




CORNFF 814 tt'fi\‘l:)l\[l;\:gi‘\:m(mm) ‘:“ﬁ 4“”;‘% 5t " II\}I!I;(:X %or(‘.d wire electrode, depnsithig » i i (

Current (Amps) L 180:220 220-250 - 260-300  300-340 con[(?n[. ['-‘:((:('\_?lu::(‘(f‘::;“i11‘,-;1),’]::::;‘::f;;1" ‘

Vultage (V) PUN B 212620 of composite hot forging d«m.; fbe,;‘f;‘«
amoll, The deposit has excellent
at elovated tempaeratures, vory o
and thermal shock resistance. Thee
heat resistant  flux-cored
malntenance and to increase the o
working tools, e.q. hot forglneg o

R
CORDIFF 2455 HARDNESS + 45 - 55 HRe It is highly alloyed C-Cr-Mo-fi-No v/ tul.

Wire Diameter {mm) -+ 1.6 2.0 24 28 for abrasive wear, erosion and impact ever o

Current (Amps) L 170-230 220-260 260-330 300-360 | elevated temperatures. The weld deposit with

Voltage (V) P2 1 BN 230 Nickel rich matrix specially developed for high

Welding Paramoters + Current: DG+ corrosion and abrasion with erosion wear, good
impact resistance at this hardness without the
danger of chipping off, and high temperature

| resistance.
{l It is used for Blast furnace bells, fire graters,
: crusher, sinter wheel breakers, smelter loading
chutes, Hardfacings on parts for coal mining
equipment, cements and minerals industries etc.
CORDIFF 4015 HARDNESS : 220 - 240 BHN A tubular wire depositing a martensitic stainless
Wire Diameter (mm) : 1.6 20 24 2.8 steel weld metal, exhibiting good high temp,
i Current (Amps) + 180-220 220-250 260-300 300-340 strength, corrosion resistance and thermal fatigue
‘ Voltage (V) 426 2521 2521 2628 | ‘resistance.

Wire Stick-out . 2530 2530 3840 3545 Applications include valve sealing surfaces, bridge
bearings, slide ring seals, valve concast rolls etc.
wherever temperature of about 550°C, corrosion

‘i and metal to metal abrasion are involved.
CORDIFF 4351 HARDNESS : 38-42 Hre A newly developed flux cored wire provides tough

Wire Diameter (mm) : 1.6 2.0 2.4 2.8 and corrosion resistant overlay against wear from

Current (Amps)  : 180220 220250 260-300 300-340| S water plantand power plant operation.

Voltage (V) 2426 25-27 25.27  26-28 Very much suitable for pro;ecting parts in

Wire Stick-out . 2530 2530 3840  35-45 chemical, food and paper industries.

- TECHNICAL DETAILS FOR CORDIFF FLUX CORED WIRES (OPEN ARC TYPE)

Size {mm)

Current in Amps

Voltage {V)

1.6 20 24 2.8
180-200  220-250  260-300  300-340
2426 2521 25-27 26-28

i
!
] All Diffusion make FCW (OA Type) deposited through wire feed
‘ content ensures deposition consistency over a wide range 0

‘\E"E‘”‘"&palter indicates the need to reduce voltage. Reduced amperage assists v

er machine require no seperate shielding gas. The wire flux
f conditions. Increase in voltage produces flatter beads.

Zinimum dilution and penetration.

Use CV or CCCV power source for best result.




MAINTANCE AND REPAIR COMPOUNDS
TECHNICALDATA Al

\USEG App

. . Potlife : 18 min. CERAM T terp -,
CERAMETALT is the finest poly-ceramic reb:it:::‘mg il : 14hs, and rebﬂg‘;ﬂ(; b dzal for repair
compound for metalsdarmaged o emssamni/n(;o::'nthe'tic Compressive Strength  : 14600 p.s.i. % Pumps, pur-. 9
two component, towe @3, TR ol ypes | Hardness(ShoreD) : 88 7 Tube shee:
metal compound specially designed to re y _ ) " Water bo,
of fluid flow equipment which have been eroded / | TensileStrength : 90?0 p.s.lo. B Heat exci
corroded. Continuoususetemp:  120°C-150°Cmax. B Valves. I
Coverage : 2.1Kg/SAM % Tanks, “ropellers,
@1 mmthickness & Blow thr
Mixing Ratio : Base Activator  Piping
By Volume 23 0
By Weight 1 6.1 ¢ 1
Unit Size : 1kg
\
CERA-METAL 2 s a solvent free, fluid grade poly- Potlife : Z5min g?:;:;liﬁ;, f" for repair ang
ceramic coating and surfacing compound for fluid flow | Hardness{Shore D 87 ’ damagetor. - on/corrosion
environments. Easily applied by brush, it is the finest | Compressive Strength : 13000p.s.i B Pumps, P 5 Casing
material available for repairing and preventing | Coverage : 2.75kg/Sq.M  Impellers
erosion/corrosion damage caused by fluid flow and @1 mmthickness i Heat exchangers
entrained solids, impingement and bimetallic action. Mixing Ratio : Base Activator “‘ Valves
Specially formulated to resist abrasive erosion. By Volume -3 “ %2& Ssheets
By Weight :6.3 o 01 @ Rotary Air Lock Feeder
Max Service Temp. : 10(:‘ C-150°C max. #1 Struts/rudders
Full Cure : 18hrs © Water boxes
Unit Size. : 1Kg & Piping.
CERA-METAL 3is a low friction corrosion resistant | Potlife : 60 min. Cera-Metal 3 is ideal for compound
two component solvent-free lining compound specially | Hardness(ShoreD)  : 88 £ combat erosion/corrosion :-
designed to combat erosion/corrosion found influid flow | Fullcure : 24hrs. < Heat exchangers
environments. It is easily applied by brush or roller, Compressive Strength  : 12763 p.s.i. , ;’ube sheets
keeping application cost to a minimum. The finished | Tensile Strength : 5946 p.s.i. ﬁ Piurzsps
system canbe sparkte_stedto ensure thz.itno pinr!olefs or Coverage : 1.5Kg/Sq.M a Vaplves
: “holidays are present in the lining. It is a 'resin rich’ @1mmthickness 5 Impellers
‘Vm!“ that"wets °"f. surfa_ces completely tpus Mixing Ratio : Base Activator ‘
ensuring maximum adhesion. It is the most economical Byweioht' 35 - 1
- chemical and corrosion resistant coating system for the ywel D
most aggressive industrial environments. It exhibits By volume 13 1
excellent adhesion to concrete as well as metal surface. UNITSIZE : 1Kg
]
CERABEAD is a Ceramic Bead filled Putty lining | Potlife : 25min CERABEAD is used where maximum
compound incorporating a blend of Ceramic Beads and | Full Cure : 12hrs. abrasion resistance s neede‘?-
Powdgrs. It exhibits outstanding abrasion resistance, Hardness( Shore D) . 88 Typical app!icatnonsmcr:lsude-
- adhesionand toughness. Compressive Strength  : 13700 p.s.i . W°F’d I cot(\:::o
Coverage 1 4kg/Sq.M ?. 2‘2::?\:: R
@2 mmthickness " slnd & gravel conveyors
4kg/Sq.M © Hoppers :
@1 mm thickness # Lining large pumP hous‘:?\:sfn
(for CERBEAD S) coal & wood fired powerP
’ Mixing Ratio :Base Activator
By Weight : 3 1
By Volume 13 1
Unit Size 1 1Kg




Potlife

CERABEAD- X TREME

i h composite : 25min
BEAD-XTREME is a toug ‘ ,
cgg?s,ﬁnedwimumresﬂient high strength to weight Fullcure _ < 18hrs. 1 Ash handling nipes and valy
mstio special fibers, ceramic beads and ultra hard Compressive Strength  : 17000 p.s.i. ® Sand Dumo,,.,,,.’ i
:M. packed ceramic particles that outstands all | Hardness(ShoreD) 89 ® Pipe elbows it i ElcikoE
material against erosive & pneumatic abrasive | Coverage : 4kg/Sq. M CEmENE. $and| R
environment. gg/’gm;;i[;kness % Pump housings, impe: -
4. © Coal pulverizers and earz 5
@1 mm thickness sﬁﬁrs ‘;Jr}r;s“r‘ . ’
N (for CERBEADXTREMES) | B
Mixing Ratio : Base Activator DSOS :
By Volume 127 1 |
By Weight 12 1 '
Unit size 1 Tkg
jrd
INSTAMETAL is an easy, effective, rapid curing Potlife : 3 min. Leak sealing repairs to :-
metal repair compound, the best material for fast, | Fullcure : 1 hrs. “ Pipes
effectiveleak sealingrepais. o Compressive Strength  : 8000 p.s.i. B Tanks
kis an indispensable too-box item of rapid curing, cold Tensile Strength - 7000p.s.i. 1 Casings
| zpobied synthetic metal compound that lets you make UnitSi - 05k = Ducts
: a‘im-erepaksmantypesofmachineryandequipment '3'_ 1ze. . :0.5kg = Transformers
| which can be back in service with minutes. It Wil bond | Mixing Ratio :Base  Activator | . Tproaded fittings
| & just any surface making it an ideal choice for | ByVolume 22 1 . ’
i . o Qil pan/sumps
’ emergency repairs to all types of mechanical By Weight 232 : 1
‘ equpment. Continuoususetemp.  : 100°C
UNIMETAL is a two component, solvent-free, Cold- Potlife : 18 min. UNIMETAL can be used for 2ll
| uring, high performance synthetic metal compound for Hardness( Shore D) : 85 types of mechanical eguipment
| af machanical repairs. Full cure : 18hrs. suchas:-
| 1 has 2n outstanding adhesion to all metals, ferrous and Compressive Strength  : 14500 p.sﬁ. 5 3ama_gedbshafc -
' norferrous alloys as well as to glass, fiberglass and | Tensile Strength : 9000p.s.i. & Qversize bearing housTngs
! - 5 [ Cracked casings
| composites. Coverage : 2.7Kg/Sq.M S iz 0y ke ey
| . i : ! Sloppy ke s
| tcanbeco machinable after curing. @1mm thickness = -
mpletely ¢ Mixing Ratio .Base  Activator | - lrregularmatting surfaces
By weight 237 - 1 I Cracked engine blocks
Byvolume 3 1
UNITSIZE 1 1Kg
. . .. i : 18-20min FLEXI-METAL can be used for
FLEXI-META?. is an exceptional cold vulcanizing | Potlife 1o repairs and rebuilding of flexible
orocess for repair and rebuilding of flexible Components. Fullcure : 12hrs. components such as:-
Ezsy 1o use with simple mixing ratio allowing only Theoretical Coverage  1.25kgpersqm = Conveyor belts
sufficient material to be used for each repair minimizing (@1mm thickness) m Hoses .
o Hardness(ShoreA) ~ : 85 il
1 e2n be used on surfaces includi l olb = : u Rubber impellers
: on surfaces including metals, concrete, | Unit Size : 0.500Kg. = Flexible ducting
#o0d and fubber. It forms a tough elastomeric repalr | Tenpsile Strength : 1275p.s.i. = Non-highway tyres
#2th no shrinkage and when fully cured can be machined Mixing Ratio - Base Activator @ Chutes
2nd sanded to aid fimshing process. By weight g 1 = Hoppers and valves
DIFF-BOND s high-strength epoxy bonding Compressivestrength : 72Mpa E‘ai:f atplpliCation to:-
. ©ompound for metallic and non metallic and ceramic Tensile strength : 16Mpa f‘ s
{ il Hardness, Shore D 1 >82 S pncE stitfaces
% fis h‘m MW’C matenal with no sagglng and Potlife - 30 Mm(@30sc, 1 Ceramictile
1 st 3 and can be applied on vertical and herizontal il care - 18Hrs
mﬂ:aceu"ﬂmﬁvde\fe!z;vpedforc(eramir:lik-:bondint_;, . Bah Activator
oo BOND compound is high solid 100% reactive and Mix Ratio :
| Joes nat contain any solvents or diluents. This highly | Byweight 1 :
12 ey stable system has very low shrinkage | Byvolume o !
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DIFFGLASS -1000 is modified Polyester resin | Coverage :21Kg/SM DIFFGLASS-100; ..
based Glass flake filled poly-ceramic rebuilding (@1 mmthickness) and rebuilding o “4l for repgy
compound for metals damaged by erosion/ corrosion. Hardness ShoreD : >80 Pumps, Tube - o
DIFFGLASS-1000 is a specially designed two | TensileStrength : 6000p.s.i. vaives, . Imp e,
component system that withstands from sea water to | Compressive Strength : 12000p.s.i. anks, Pipel:. pellers,
harsh chemicals. Mixing Ratio . Base Activator
Unless Specified
Use As per Given 1985 : 1.5
Unit Size. : 1Kg
T ——
DIFFGLASS VINSTER is vinyl ester resin based | Coverage 1 2.5Kg/SAM # Tank Lining
Glass Flake Coating designed to meet medium to high (@1mm thickness) = Municipal . itment plant
corrosive environment. Hardness (Shore D) - 82 2 Water Treat; n
DIFFGLASS VINSTER is excellent resistant to acidic | TensileStrength : 2800 p.s.i. z pre lining
condition. Compressive Strength  : 14000 p.s.i. . 8::;9“}“3_‘:‘ Silies
Mixing Ratio : Base Activator icalprocessing plants
Unless Specified
Use As per Given ;98 2
Unit Size : 1Kg
|
DIFFGLASS XTREME is a heavy-duty lining Coverage : 2.5Kg/SQ.M ¥ Process area floors
system for concrete and steel substrates that offers (@1mmthickness) i Steel process and storage tanks
unique combination of vinyl ester novolac resin with Hardness (Shore D) .84 i Scrubbers in FGD systems
Glass flake reinforcement and inert mineral fillers Tensile Strength - 3000p.5.i 1 Concrete waste treatment sumps
produce a dimensionally stable coating with extremely . : o @ Trenches, pedestals, curbs
low permeability and ideally suited for immersion CQ"}P’GSS'VeStfength : 12000 p.s.i. B Secondary containment
service splash/spillage exposure of concentrated acids | Mixing Ratio : Base Activator ® Truck loading/unloading areas
and aggressive solvents. Unless Specified “ Chemical pump pads
: UsgA.s per Given 1985 : 15 “ Drum storage areas
Unit Size : 1Kg 2 Chemical storage tanks
I
DIFFABRAGLASS is a synthetic highly cross- | Coverage : 2.5Kg/SQ.M @ Pipe elbows, chutes.
linked, epoxy novolac vinyl ester resin thermosetting (@1 mmthickness) @ Pump casings & Impeilers
polymer based coating, reinforced with advanced Hardness Shore D - >80 u Pipelines & valves. | nanding
. : o N : 8 " i an
gﬁg;s).osrte Compound like silicon carbide & Ceramic Tensile Strength 4000 p.s.i. a Cg;;aetlgrs of chemica
Compressive Strength : 10000 p.s.i.
Mixing Ratio : Base Activator
Unless Specified mix
aspergiven :985 @ 15
Unit Size : 1Kg

///




FLOOR COATING

H

DIFF-FLEX is a high tech polyurethane high solids, | Coverage 115k
jow viscosity, chemical resistant urethane with ' @mﬁll;r].wm DIFF-FLEY
excellent wear and .durabihty goating combining Hardness (Shore A) . 85 mthickness) f:a',w
excellent strength with outstanding flexibility. The UnitSize :”( pm” ]
solvent free formula product mixed with fillers for extra Pot Life : g ‘ N ;n; ‘
thickness and to lower the cost per unit. The material is Fulls * 25min, areas, o
spread to achieve a selfleveling and fast curing. Tensil b : 18hrs. display
Selected rubber texture granules and/or sand may be Ly e_s"englh : 1575 Industria;
broadcast onthe not yet completely cured surface. Blealtlo ‘Base  Activator | Floor
DIFE-FLEX has excellent chemical resistance to y Weight o3
acids/alkalies/solvents in spillage and occasional
contact situations.
-
DIFF-TUFF is a high-solids, high-build, epoxy | Coverage : 1.15kgpersqm DIFF-TUFF coating protects and
protective coating for tough industrial environments & (@1mmthickness) slips proofs on Concrete & steel
Floors.  Especially formulated with its blend of | Hardness(ShoreD)  : 80 surface in industrial facilities
penetrates and surface tension-control agents for | Tensile Strength : 30Mpa 2{Liiis;p?:ﬁz: WeRtEring: st
concrete sut."lflace to.sglvei, porrlos;:fn due to oily surface, | Compressive Strength : 14000 p.s.i. Goud chermltst iresistance
chemical spillage with minimal su ace preparation. The | \ixing Ratio : Base Activator splash/spillage, fumes and
result is a tough, durable coating with excellent By Volume 224 - 1 immersion in neutral, fresh and
resistance to weather, moisture, and chemical fumes. . . ; salt water.
By Weight 135 1
DIFF-TUFF with special preparation is durable anti-slip Full Cure : 24 hrs (at30°C)
protectiop ina variety.of _industrial settings, and for Pot Life 55 min (at30°C)
every maintenance coating job. Unit Size - 1Kg
. . 2 Process area floors
OIFFGUARD is a 100% solids, multi-functional, two | Coverage +1.5Kg/SAM " : ;

h : (@1 mmthickness) Secondary containmen
component polymer coating suited for concrete 8 Pump pads, pedestals, curbs
substrates in aggressive chemical environments. Hardness Shore D 1 82 .

Tensile Strength : 8000 p.s.l..
Compressive Strength : 14000p.s.i.

Potlife : 35Min .
Mixing Ratio tBase  Activator
By Volume 1o 1

By Weight 5 I 1

Unit Size : 1Kg.
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|
; 84 Shore D Sultable where ., |
is a two-pack polyamine | Hardness : protection is requic.. 09100 |
DIFF-GLASS PRIME is a two-pack p riphis . 05Kg ! !
cured epoxy priming surface tolerant compound Potiife - A0 minutes L %ostai atmonghis
i inga rust inhibitor and passivator. : Y # Petrochernicss ;,
PO A, Coverage : 35gmper kg W Fertilizer plars- é
@100 micron .!
Mixing Ratio : Base Activator
By weight 175 : 25 }
By Volume 15 1 ‘ |
— |
: DIFF-CERAGLL", fi: |
DIFF-CERAGLASS is High solid, Heavy duty glass | HardnessShoreD zF;s “TWvyersion:2,7 | ® Chemical prim o ;
fok filed modiied epoxy coating system designed to_| B0.CTAE e T | impetiers /1 ¢
. . > H - i
meet‘ aggressive environments with excellent resistant @1 mm thickness = T?nk? §
tock], beses and solvent. For **SP version:1,8 | © Pipelines ¢
External Coztir ’:‘,{uaufgsl i
hy30.H @1 mmthickness Tanks Walkway:, - nes,
; i
Potlife : 35Min ' §
Mixing Ratio : Base Activator
By Weight :25 @ 1
By Volume 02 1
Unit Size : 1Kg
Full Cure : 18hrs {
DIFF-TOP is 2 afiphatic polyurethane based top coat gardness Shore A : igg/SO,M rsn”iat??': eas at?;oait nfg'u Z":f‘;t‘; .
st ; i overage :
syste{:la;:n extemal application with various color g s environment for pipeine anc |
Mixing Ratio : Base Activator DL j
By Volume w5 ¢ 1 L
Unit Size. 1 0.5Kg |

Full Cure : 12hrsat30°C

DIFF INSULATE 2 two component solvent free, high
polymeric resin system especially designed for
DIFF INSULATE is filed with highty dielectric insulating
material and forms non porous film with excellent
adhesion to metaliic, non metallic surface and offers a
good combinztion of mechanical, thermal and electrical

msu!atmg properties. Prevents, Flashovers, Downtime &
Equipment Damages,

Potlife : 20min
Full Cure 2 12hrs.
Hardness( Shore D) 0 85
Breakdown Voltage :33.67KVat1.3mm
coating thickness
Compressive Strength  : 13000 p.s.i
Coverage : 1.5kg/SqM
@1 mmthickness
Mixing Ratio : Base Activator
By Weight Ly S 3
By Volume 2 - 1

Unit Size 0.5 Kg

DIFF INSULATE is used primarily

asinsulationof :-

= Aluminum bus bars
Copper bus bars _

2 Otr?:r steel barrier materials of
electrical distributing system-

w Naked Conductor

= Bus Support Insulators
Electrica! Insulator Ends

« Metal supports Structures
Di ~electric floor matting in
Statjion/HT panels
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DIFFICULY TO WELD

UNKNOWN STEEL
" CORDIFF TITY CORDIFF 324 CORDIFF 200K
- CORDIFF 71T5 CORDIFF 234 CORDIFF 250K
~ CORDIFF 7074  CORDIFF 201 CORDIFF 240K
CORDIFF 203 CORDIFF 270K
~ CORDIFF 341 )

AT

i
¥

METAL TO METAL

CORDIFF 300

CORDIFF 4351

- CORDIFF 450
CORDIFF 600 0A

 CORDIFF 4015
CORDIFF 400

CORDIFF 356 UP
CORDIFF 300

ABRASION + IMPACT +
CORBROSION

CORDIFF 480 NBS
CORDIFF 50
CORDIFF 55 MO
CORDIFF 55
CORDIFF 57
CORDIFF 60
CORDIFF 61

HIGH IMPACT +
ABRASION

CORDIFF 270 K
CORDIFF TT 400
CORDIFF 59
CORDIFF 600 OA
CORDIFF 600 TIC
CORDIFF 603
CORDIFF 601

ABRASION+HEAT +
IMPACT

CORDIFF 4351
CORDIFF 65
CORDIFF85Z
CORDIFF53 L
CORDIFF 67

CORDIFF 356 up
CORDIFF 362
CORDIFF502




DISTORTION

WHY :

1. Uneven heating

2. Improper sequence.

3. Deposited metal shrinks.

HAT TODO:
:‘HT:C.R or clam parts properly
s before welding. .
2 Form pf of rolling or forming strains before welding.
- 12 welding to prevent uneven heating
; gf;,-b..uqe structure and develop a sequence.
— CRACKED WELDS LWHY?
1. Wrong electrode
2. Weld and parts sizes unbalanced.
3. Faulty welds.
4. Faulty preparation.
5. Rigid joint.
WHAT TODO: :
1. Designed structure and welding 5. Make sound welds of good fusion.
1 procedure eliminate ngid joints. 6. Adjust weld size to parts size.
{2 Heat parts before welding 7. Allow joints a proper & uniform free

5 Avord welds m stnng beads. space.
I Kespendsfreetomove aslongas 8. Work with amperage as low as
; possible.

BRITTLE WELDS

WHY

1. Wrong electmde

2. Fautty preheating

3 Metsl hardened {. pon

WHAT TO DO

1. Preheat at 300° to 500° F. it welding @ madium carbon siset
or certain alloy steels. o
Make multiple layer welds.

2.
3. Anneal after welding
4. Use stainless or low hydrogen electrodes for incrasesd o

WELD STRESSES

i o - WHY :
RS 1. Faulty welds.
4¢8( F{ 2. Faulty sequence.
o 3. Rigid joints.
WHATTODO:
1. Aliow parts to move freely as long as practical.
Make 2s few passes as practical.
Peen i

deposits.
nneal according to thickness of weld.
Move parts slightly in welding to reduce stresses.

(R

1
2
3 ’
4 £

WHAT TO DO :

1. Peen joint edges before welding.

2. Weld rapidly.

3. Avoid excessive space between parts

4. Clamping parts properly - back - up to cool.

5. Adopt a welding procedure.

6. Use high speed, moderate penetration electrodes
UNDERCUTTING
WHY :

1. Faulty electrode manipuiation.
2. Faulty electrode usage
3. Current too high.

WHAT TODO:

Use a uniform weave in butt welding.

Avoid using an overly large electrode.

Avoid excessive weaving.

Use moderate current, weld slowly.

Hold electrode at safe distance from vertical plane in making horizontal fillet weld.
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POOR FUSION

WHY :

1. Wrong speed.

2. Current improperly adjusted. -
3. Faulty preparation.

4. Improper electrode size.

YEATTODO:
~djust electrode and vee sizes.
V'eave must be sufficient to melt sides of joint.
~roper current will allow deposition and penetration.
“zep weld metal from curling away from plates.

MAGNETIC BLOW

WHY :

1. Magnetic fields cause the arc to
deviate from its intended course.

““ATIO DO -
’;5:5!691 blocks to alter magnetic 3. Weld in same direction the arc blows.
7 T around arc. 4. Use a shortarc
Jide the ground nto parts. 5. Locate the ground properly on the work
6. Use A-C welding

POOR PENETRATION
WHY :

1. Speed too fast

2. Electrode too large.
3. Current too low

4. Faulty preparation

SPATTER

WHY :

1. Arc blow

2. Current too high.
3. Arctoolong

4. Fauity electrodes.

HAT TODO:

1. Whitewash parts in weld area.
2. Adjust current to needs.
3. Adjust to proper arc length.
4. Lighten arc blow.
5. Pick suitable electrode.
POROUS WELDS ~WHY ?
1. Short arc with exception of low
hydrogen & stainiess.
2. Insufficient puddling tme
3. Impaired base metal
4. Poor electrode.
WHAT TO DO :
1. Check impurities in base metal 4. Weave your weld o eliminate pin holes.
2. Allow sufficient puddling tme for 5. Use proper electrode for job
6. Hold longer arc and penetraton

gases to escape
3. Use proper current

POOR PENETRATION

2. Oveihang
3. Improper use of electrode
4. Wrong arc and current voitage

s
1 #:r g WHAT TO DO :
;s enougy ;
2. Calcytarg e’:“"e”’ to obtain desired penetration - weld slowly. 1. Use a proper welding technique
3 Select ency rode penetration property 2 A\:o‘d ove;hea!\ng' 3
Leave prog o?e according 1o welding groove size 3. Use a Uniform weave. :
er free space at bottom of weld. 4. Avoid overly high current.
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ENVIRONMENT POLICY

DEL is committed to conduct its operation in such a manner as compatible with environment and econc ~ic
development of the community.
The organization Aims at:

= Create environment awareness amongst its employees and develop programmes for protecting environment.

= Strive to progressively bring about an improvement in the environmental performance adopting Eco-friendly;
techniques/ processes, for optimal use of energy and to reduce hazardous wastes;

= Establish procedures and devise suitable method for disposal of toxic, other hazardous wastes;
= Comply with the relevant Statutory and Regulatory requirements.
= Conduct reviews and evaluation to measure progress of compliance with the policy.

= Create green environment in and around works.

WELFARE

Employee Welfare is a prime concern at Diffusion.

Facilities like Gratuity, Regular Medical Check-ups and other benefits are given to the employees.
Diffusion workforce is a happy workforce and undoubtedly gives the best to the Company.

SERVICES

(C))fiff?rsion's qaualified and trained team of engineers and welding technicians provide service from a countrywide network
offices.

TRAININGTO CUSTOMERS :

Through the Diffusiop Knowledge Center to keep the customers abreast of the latest welding technology and
the awareness levelin the field of Superconditioning.
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