Product Information Sheet

Ratna HF LH

CLASSIFICATION
e DIN-8555 E2 -UM-60-S

APPLICATIONS

e Suitable to work on high carbon and high sulphur steels without cracks.

e Crane wheels, drill bits, crusher hammers, shear blades, rock drill cane cutting knifes.

e Impellers, oil expeller worms, conveyor buckets, sprockets etc.

¢ Unique in its versatility of applications in areas of building-up worn-out parts and hard facing.

DESCRIPTION
¢ A medium heavy coated hydrogen controlled, iron powder, air hardening type hard facing electrode

with weld deposits are hard and cannot be machined. Weld dressing is possible by grinding, can
withstand friction and moderate impact.

TYPICAL WELD METAL CHEMICAL PROPERTIES (ELEMENT %)

CARBON (C) MAGNESIUM SILICON (SI) CHROMIUM | MOLYBDENUM | VANADIUM (V)
(MN) (CR) (mMO)
0.50-0.80 1.00 MAX 0.75 MAX 6.00-8.00 0.40-0.60 0.20-0.40
CURRENT POLARITY WELDING POSITION
DC(-), AC FLAT, HORIZONTAL, VERTICAL, OVERHEAD

TYPICAL WELD METAL MECHANICAL PROPERTIES (ELEMENT %)
HARDNESS (BHN)

550-650 BHN
SIZE AND CURRENT RECOMMENDATIONS
SIZED X L (MM) SIZED XL (IN) CURRENT (AMPS) DC-, AC
3.2mm x 350mm 1/8"x 14" 100-130
4.0mm x 350mm 5/32"x 14" 150-180

RE-DRY CONDITIONS
e Re-dry the electrode at 250°C-300°C for 1 hour.

NOTE:
THE INFORMATION PROVIDED IN THIS ARTICLE OR OTHERWISE REFERRED TO HEREIN IS MERELY PROVIDED AS “TYPICAL” WITHOUT ANY ASSURANCE OR PROMISE. ACTUAL RESULTS WILL

VARY BASED ON A NUMBER OF VARIABLES, INCLUDING, BUT NOT LIMITED TO, WELD PROCESS, PLATE CHEMISTRY AND TEMPERATURE, WELDMENT DESIGN, AND FABRICATION
PROCEDURES. WASHINGTON CENTRAL CORPORATION EXPRESSLY DISCLAIMS ANY LIABILITY SUFFERED FROM ANY RELIANCE THEREON. IT IS ADVISED THAT BEFORE USING ANY WELDING
CONSUMABLE OR PROCEDURE IN THE INTENDED APPLICATION, USERS CHECK THEIR COMPATIBILITY THROUGH QUALIFICATION TESTING OR OTHER SUITABLE METHODS.
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