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AUSTENITIC STAINLESS STEELS

307

DESCRIPTION

High recovery electrode for dissimilar joints and buffer layers

High efficiency (160 %) electrode for numerous applications – welding of “hard-to-weld” steels, dissimilar welding as well as repair and maintenance and

for tough buffer and intermediate layers for cladding. The weld metal offers exceptionally high ductility and elongation together with outstanding crack

resistance. Resistance to hot cracking is provided by the high manganese content. Good resistance to embrittlement when operating at service

temperatures from –100°C up to 650°C. The weld metal work hardens and offers good resistance to cavitation.

SPECIFICATIONS

EN ISO 3581-A E 18 9 Mn R 73 AWS A5.4 E307-26

Shielding - Positions PA, PB, PC

Current DC+, AC Packaging Type Carton box

ASME QUALIFICATIONS

F-No (QW432) 1

A-No (QW442) -

FERRITE

~5 FN

PREN

19.5

CHEM. COMP. % DEFAULT

C 0.07

Mn 6

Ni 9.1

Cr 19.5

P 0.02

S 0.01

Si 0.8

Cu 0.2

MECHANICAL PROPERTIES MIN. PER STANDARD PRODUCT

Tensile strength R  MPa 500 580

Yield strength R  MPa 350 400

Elongation A (L =5d ) % 25 35

Impact Charpy ISO-V - 80J @ 20°C

Impact Charpy ISO-V - -

WELDING PARAMETERS 2.5 mm 3.2 mm 4.0 mm 5.0 mm

Ampere 50A - 80A 80A - 110A 110A - 150A 150A - 200A

Voltage - - - -

Packaging 30 pcs/kg 18 pcs/kg 12 pcs/kg 8 pcs/kg

Packaging Type Carton box Carton box Carton box Carton box

NOTES

Pcs/kg is indicative, actual number may vary ± 5%.

m

p0.2

0 0

The information contained in this technical data sheet is provided for information purposes only, based on data believed to be reliable

at the date of publication, and does not constitute a warranty or contractual commitment. Actual performance may vary depending on

operating and application conditions; it is the user’s responsibility to verify the suitability of the product for the intended

application.The manufacturer disclaims any liability for errors, omissions, or improper use. For the latest version, please refer to

www.daikowelding.com.V
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DESCRIPTION

AUSTENITIC STAINLESS STEELS

307

APPLICATION

Applications for this subfamily include the welding of different materials such as mild steels, stainless steels, hardenable and ballistic steels, both among

themselves and with other metals, with or without the need for preheating. The high manganese content ensures excellent dilution tolerance and

resistance to hot cracking, unlike ballistic steels and type 309, which require a high ferrite content. In some situations, this material can effectively replace

those with high nickel content in joints between cast iron and stainless steels. Welds subjected to post-weld heat treatment (PWHT) maintain good

ductility and toughness down to -50°C. Additionally, it offers moderate resistance to scale formation at temperatures up to 850°C. It is ideal as a cushion

layer for welding or repairing steels with 13% Mn used in crushing plants or earthmoving equipment. It is also recommended as an intermediate layer on

cast iron before a hard facing. This consumable is designed for surfacing operations with hardening between 200 and 400 HV, and is well-suited for

repairing alloy rails, sleepers, and crossings, avoiding preheating. However, the hardening rate is lower compared to steel with 13% Mn, and overlays

beyond a single layer may collapse under heavy rolling loads.

ALLOY TYPE

Strong tough austenitic weld metal composition for dissimilar joints and buffer layers.

MICROSTRUCTURE

Consists of austenite with approximately 5FN.

MATERIALS

Dissimilar combinations of C-Mn, stainless, hardenable, wear-resistant and armour steels. Suitable for 13% Mn steel also known as Hadfield steel.

WELDING & PWHT

In general, preheating is not necessary, unless working with very thick sections. However, in-service conditions require consideration of Heat-Affected

Zone (HAZ) properties for high-carbon hardenable steels. When welding steels with 13% Mn, it is essential to minimize brittleness and the risk of cracking

by keeping the workpiece cool. Therefore, the following precautions must be applied: no preheating, controlling interpass temperature to a maximum of

150°C, low heat input, making small weld beads, and cooling with water if necessary.

The information contained in this technical data sheet is provided for information purposes only, based on data believed to be reliable

at the date of publication, and does not constitute a warranty or contractual commitment. Actual performance may vary depending on

operating and application conditions; it is the user’s responsibility to verify the suitability of the product for the intended

application.The manufacturer disclaims any liability for errors, omissions, or improper use. For the latest version, please refer to

www.daikowelding.com.V
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