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OPEN-ARC FLUX-CORED REBUILDING WIRE 
Characteristics 

- open arc flux-cored welding wire; 
- a strong, martensitic matrix containing tungsten carbide; 
- resists corrosion, erosion, oxidation and abrasion; 
- most often used on carbon steel encountered in valves, screens,   pump shafting and 
turbine blades; 
- presence of molybdenum provides increased creep resistance at elevated temperatures; 
- often used as a non-cracking, multi-pass hardfacing wire; 
- costly gas shielding and/or cumbersome fluxing agents are not  required; 
- easily removable slag reveals a smooth slightly convex bead of  shiny, tungsten 
enriched,  stainless steel. 

 
Mechanical Properties 

- 45 - 55 RC as deposited 
 
Procedures   .045"  .062"  Large 
Voltage   24 - 26  26 - 28  28 -30 
Amperage   120-150 180-250 275-400 
Optimum   26 - 140 28 - 200 28 - 330 
Stick Out   1" - 2"  1•"- 2•" 2" - 3" 
 

- DC reversed polarity; 
- remove all damaged materials on surface to be welded; 
- we recommend preheating the base metal between 300°F to 500°F in order to retard the 

rate of cooling thus permitting the weld metal and heat affected zones to cool slowly and 
uniformly thereby reducing shrinkage and allowing hydrogen to escape; 

- we also recommend post weld heat treatment at 400°F - 500°F and controlled cooling 
- avoid thermal shock. 

 
Applications: 

- valves, turbine blades, railway couplers, aluminium melt tanks,  crusher parts, etc.  
 
Other 

- deposition rate:  10 - 20 lbs./hr. 
- available in 7/64", 3/32",  5/64",1/16" & .045" diameter 
- packaging:  28 & 10 lb. spools, 55 lb. coils,  100, 250, & 450 lb. pay-off-packs 


