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Low Heat Input Cast Iron Electrode

Characteristics

Applications

All weld Composition (%) :

e Tensile strength : 350 MPa
e Hardness : 150 - 180 BHN

Clean weld area from scale, grease and dirt. Remove cracks with chamfer electrode (UTP N 890
AS). Preheat the part to 200 °C to maximise the machinability. Use a short to medium arc at
minimum amperage. Employ stringer bead or weaving technique and peen to relieve stresses. Skip
weld to avoid excessive local heat. Remove slag between passes and allow to cool slowly.
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Current type DC (-)/ AC

2.50 x 350 3.15 x 350 4.0 x 350
50 -90 90 -140 120 -170
All information provided is based upon careful investigation and intensive research. UTP N 815-Rev. 0

However, we do not assume any liability for correctness and information is subject to change without notice. www.voestalpine.com/welding



