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PRODUCT CLASSIFICATION

DIN 8555 : E 7-UM-200/50-KP

DIN 8555 : E 10-UM-60-GR
DIN 8555 : E 10-UM-65-GR

DIN 8555 : E 1-UM-250
JIS Z 3251 : DF2A-250-B

DIN 8555 : E 1-UM-250
JIS Z 3251 : DF2A-250-R

DIN 8555 : E 1-UM-300
JIS Z 3251 : DF2A-300-B

DIN 8555 : E 1-UM-350
JIS Z 3251 : DF2A-350-B
DIN 8555 : E 1-UM-350
JIS Z 3251 : DF2A-350-R
DIN 8555 : E 1-UM-450
JIS Z 3251 : DF2A-450-R
DIN 8555 : E 1-UM-500
JIS Z 3251 : DF2B-500-B
DIN 8555 : E 3-UM-600
JIS Z 3251 : DF2B-600-B
DIN 8555 : E 6-UM-60-G
JIS Z 3251 : DF2B-600-R
DIN 8555 : E 2-UM-60-G
JIS Z 3251 : DF2B-600-B
DIN 8555 : E 6-UM-60
JIS Z 3251 : DF2B-700-B

DIN 8555 : E 6-UM-60
JIS Z 3251 : DF3C-700-R

DIN 8555 : E 6-UM-60
JIS Z 3251 : DF3C-700-B

DIN 8555 : E 6-UM-65
JIS Z 3251 : DF3C-700-R

DIN 8555 : E-10-UM-60R
JIS Z 3251 : DF3C-700-R

DIN 8555 : E 10-UM-60

AWS A5.1 : E7016

AWS A5.4 : E307-16
DIN 8556 : E 18 8 Mn 6 B 20

AWS A 5.5 : E8018-B2
DIN 8575 : E CrVio 1 B 20
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TYPICAL CHEMICAL COMPOSITION OF DEPOSITED METAL (%)
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RESTORJNG W_ORN PARTS USL!ALLY INVOLVES THREE STEPS:
msgeuBudounannseuuoilu 3 dunaulnoy 9

0 REBUILDING - Restoration of a part to its initial dimensions using alloys with similar chemical composition to that of base metal.
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eBUFFER LAYER - Intermediate layer(s) that are used to overcome incompatibility between base
metal and cladding.
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e HARDFACING - Wear resistance surface deposited to extend service life of the equipment.
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YAWATA WELDING ELECTRODES FOR HARDFACING

TYPICAL HARDNESS OF
DEPOSITED METAL (AS WELDED)
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CHARACTERISTICS
HRC Abrasion Resistance Impact Resistance  Machineable
WORK
MEDIUM HIGH
v G HARDENING
GRINDING
HIGH MEDIUM ONLY
GRINDING
HIGH MEDIUM i
MODERATE METAL EASY
TO METAL MEDIUM 1 10 mACHINE
MODERATE METAL EASY
TO METAL MEDIUM {70 MACHINE
MODERATE METAL EASY
TO METAL MEDIUM | 10 MACHINE
METAL TO METAL EASY
& SAND MEDIUM 1 10 mACHINE
METAL TO METAL EASY
MEDIUM
& SAND TO MACHINE
HEAVY METAL TO EASY
METAL & SAND MEDIM 1 10 MacHing
METAL TO METAL GRINDING
& SAND MEDIUM ONLY
HEAVY METAL TO GRINDING
METAL & SAND e ONLY
HEAVY METALTO | MEDIUM GRINDING
METAL & SAND ONLY
GRINDING
EARTH & SAND MEDIUM N
HEAVY METALTO | MEDIUM GRINDING
METAL & SAND ONLY
MEDIUM GRINDING
EARTH & SAND ONLY
HEAVY METAL TO LOW GRINDING
METAL & SAND ONLY
GRINDING
EARTH & SAND LOW ONLY
SEVERE i GRINDING
EARTH & SAND ONLY
i NO
EARTH & SAND MACHINING
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APPLICATIONS

FOR SURFACING
OF PARTS IN CRUSHER

FOR SURFACING
OF CONVEYOR SCREWS

FOR SURFACING
OF SHAFTS

FOR SURFACING
OF TRACK ROLLERS
FOR SURFACING FOR SURFACING
OF SHAFTS OF TRACK ROLLERS
2\

FOR SURFACING
OF SHAFTS

FOR SURFACING
OF TRACK ROLLERS

FOR SURFACING
OF SHAFTS

FOR SURFACING
OF TRACK ROLLERS

FOR SURFACING OF
TRACTOR GROUSER i
PLATE CLEATS X

FOR SURFACING
OF EXCAVATOR
DRIVE TUMBLERS

FOR SURFACING
OF TRACK ROLLERS

FOR SURFACING
OF CRUSHER TEETH

FOR SURFACING m FOR SURFACING

OF TRACK ROLLERS OF CRUSHER TEETH
S

FOR SURFACING 5& FOR SURFACING

OF CUTTER KNIVES 5> OF IMPELLERS
FOR SURFACING
OF DREDGER

PUMP MOUTHS

FOR SURFACING
OF IMPELLERS

FOR SURFACING

OF SHOVEL TEETH
FOR MAINTENANCE
OF SUGAR MILL

FOR SURFACING
OF CUTTER KNIVES

FOR SURFACING OF
SUGAR MILL FEED ROLLS

FOR BUFFER LAYER OF CARBON STEEL

FOR BUFFER LAYER OF MANGANESE STEEL

FOR BUFFER LAYER OF ALLOY STEEL
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BASE MATERIAL

FOR SURFACING
OF SHOVEL TEETH

FOR SURFACING
OF COUPLINGS

FOR SURFACING
OF COUPLINGS

FOR SURFACING OF
BULLDOZER IDLERS

FOR SURFACING OF
BULLDOZER IDLERS

AS AN INTERMEDIATE LAYER
PRIOR TO THE DEPOSITION
7 OF HARDER WELD METAL

FOR SURFACING
OF MILL HAMMERS

FOR SURFACING
OF MILL HAMMERS

FOR SURFACING

OF CONVEYOR SCREWS

FOR SURFACING
OF LINERS

FOR SURFACING
OF COAL CUTTERS

S

FOR SURFACING
OF CRANE WHEELS

FOR SURFACING
OF CRANE WHEELS

7\ FOR SURFACING

OF SPROCKETS

F=)\ FOR SURFACING

OF SPROCKETS

FOR SURFACING
OF BUCKET LIPS

FOR SURFACING
OF BUCKET LIPS

EXCELLENT RESISTANCE

TO EARTH & SAND
ABRASION

*Value of hardness of deposited metal serves as a general guideline only. The actual value may be subjected to factors such as the number of layers, base metal. For usage selection, please contact YAWATA sales staff for professional recommendation.
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@ Know what your base metal is.

A. Carbon and Alloy steel tend to be more brittle and may require pre-or post-heat, or stress relieving
osFtbvsuuSOulan:us:innlnu

to prevent cracking. Thicker base materials require similar heating considerations, as well.
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B. Austenitic manganese steels should not be Post-Heated.
filundnuumia  Tuinuiumslinowseu
@ Know the type of wear/how your material is affected.
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TYPE DESCRIPTION

DIAGRAM DAMAGE OBSERVED HARDNESS SUGGESTION
Moderate stress abrasion/ When objects come into contact with the material, ~ Cutt
Low impact causing wear and tear but without altering ~ micromach?r:il:lngscratches
msdenguuulubisonanu the size and shape of the object. machining scraiches 350-750 HV
ta:iusvns:nne msiin ta:idenarmonthueuBunu segdnnSetadounluanuubugo
High stress abrasion/ When objects move between two materials designed Deformation
Under pressure to crush or reduce the size and shape of the objects. gouged chips 450-900 HV
msidenantusunay msnanu seduldeanuundnalfidnao sesyandudonsluan
Severe stress abrasion Hitting or causing impact Scratches large chips
(gouging)/ High impact to crush objects into smaller pieces. ) gouged out deformation 950800 HV
MsIdenanDISINANUSULSL msidendlneiisonanuiyaranedonthegoiAulAzn saaqmuan@umor‘iﬁnuaﬂnnj
lia:n1sns:iinn nSamsFns:uNNIlaanuuINIMN saufvsaulnn
When two surfaces rub against
Adhension/Friction each other without objects in between, —) —) Transfer of material 250-450 HV
ms3nnseuFena often found in the case of metal to metal. dlied Cadied segAnNAaUTEU
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€© Know the environment
(e.g. temperature, atmospheric corrosion).
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HOTLINE TECHNICAL SUPPORT

Thermal fatique
msidenaninouseusou

Corrosion
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Thermal fatique cracking
MsIAN$199INAIUSaU

Fouling, loss of material etc.
s8gdNNSoUDINNSANSOASIAD

INNER PACKAGING

OUTER PACKAGING

5 KG PLASTIC TUBE

20 KG CARTON BOX

. Q +66 (0)87 709 6448
www.yawata.co.th

info@yawata.co.th

DISCLAIMER 1. Various data of distinctive features such as welding materials, deposited metal, weld metal etc. shown in this catalogue are meant to explain the representative properties and performance of the products and
are not to be taken as a guarantee except those which are specified clearly as “Specification”. 2. In regards to the properties of welded structures, note that the results may be affected by the design of structures, chemical
compositions of steel plates, construction methods, welding conditions, ability of constructor etc. 3. The company shall not take responsibility for damages caused by the misuse of the technical information written in this catalogue.




