SUCCESSFULLY WELDING TOOLS
PRODUCT GROUP 7

welding filler metals for WIG/MAG/electrode

CRONITEX




WHY WELI

Due to increasing output figures, cutting tools, top and
bottom tools, embossing dies, metal forming tools and
casting moulds are inevitably subjekt to higher wear.
Demands on the finished product concerning securiy
and fatigue strength are becoming higher and higher.
Tools are subject to highest strain in fully and partly
automatic sequences of operations. \Wear or notches
are more or less natural and can therefore be
foreseen.

Metal diecasting moulds, plastic, injection and blowing
moulds, embossed or etched, often suffer cavitational
or mechanical damage. Cracks develop in the

cooling channels. Alterations hecome necessary
before or after using the moulds.

This is a case for optimum welding technology. The
correct welding process and the suitable filler material
help to deal with these defects or alterations quickly an
reliably.

Therefore: " Weld tools sucessfully !"

CRONITEX

Metallurgie und Schweitechnik GmbH_

Zum Scheider Feld 18 ' C
D— 51467 Bergisch Gladbach

Tel: +492202 9844-0
Fax: +492202 8809

www.cronitex.de
info@cronitex.de

...and it is weldable !
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Properties-Basis

] ()]
High alloy filler metal Cr-Mn-Mo-Ni-V, under 450°C there is no conversion. ' CRONITEX
Tough and non iemperable weld metal, can be filed, good crack resistance. .
Non corrosive, heal resistant up to 1350°C, through pressure and impact

easy to cold harden. Cannot be chrome plated. ] M I 22@

Application

Connecting difficult to weld steels, ferritic and martensitic chrome steels, L

high speed HSS and other high alloy ool steels. When connecting 12% S “

chrome cold work steel with less than 450°C preheating, melt with minimal 2N 12 m
dilution! Melt dilution! Ideal for buffer layers of the above mentioned steels, R i |

if here after a hardfacing of more than two layers follows. ardn
Properties-Basis _— ®

High-alloy Cr-Ni-Mn filler metal with very high elengation values. Structure bl

thermally non transformable. Crack safe and well compatible with sulphu- ) ) C n D N I T E )(

rous steels. Cold work hardened weld metal. Cannot be chromium-plated.
i/ 1
—

Application
Joining and buffering of medium- and low-alloy tool steels. Perferrably hot-

work steel and case hardening steels, machining steels, carbon steel mixed
compounds.

Properties-Basis For mat
Highest-alloy Ni-basis filler metal with extraordinary properties. Tough at 3 .
subzero temperaiures up 10-252°C. Heal-resisting up to 1.400°C. Stabilizing Hﬂ""

admixtures avoid hard carbide edges. Minimal contraction of all high-alioy  Medium- and
filler metals of product group 7. Equalizing, highest strength values. Structu- Cast :

re themmally non transformable. Cannot be chromium-plated. n Sy L= 7 '
mixed ':,"_J b _=-. 2

Application
Joining of nearly all high- and medium-alloy steels, without or with minimal

preheating. Cast steel, alloyed high duty cast iron to ductile iron-70. Root 0,2% proof :
welding of hot forming tools, diecasting moulds, cast steel body extension =
arms, crack joining of forging dies, buffer layers. Resistant to hydrochloric, (1S0-V)
nitric and sulphuric acid.. Resistant to chloride ions. Repair of cooling chan- .o o0 oy
nels.

CRONITEX

Properties-Basis 'or materials '

Special Cr-Mo filler metal with a lowered C- and S content. Good etching T CRONITEX
and eroding properties of the structure of the builtup material also inthe R |

weld junction to the parent metal. When applying without preheating, visible

rim zones can gquickly be norm alized with a neutral autogenous flame. Asa — ° : f—-\
result, the welding zone ist not or only scarcely visible even after fine polis- 4 .. ﬂ'g U S
hing. Can be nitrided and chromed. y oal I

Application
Alterations and repairs of plastic moulds, injection- and blowing moulds

which have to be welded with sychronous structural and treatm ent proper- i’ S m
fies in the structural area. Avoid sirong mingling with the parent metal. —.. .

The above mentioned welding recommendations are not under uurcnnf-ml:t_i
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Properties-Basis o=
Special Cr-Mn-Ni filler metal with al lowered C- and Si- content. Good eiching For materials
and eroding properties of the siructure of the buillup material also in the weld 12713 - 271
junction fo the parent matal. Also resistent to alternating temperatures. \When 1.2740 - 27
applying without preheating, visible rim zones can quickly be normalized with 1.2766 - -
a neuiral auto-genous flame. As a resull, the welding zone is not ar only scar-

cely visible even afier fine polishing.

Application

Alterations and repairs of nickeliferous tempering steel-plastic moulds, in-
jection- and blowing moulds which have 1o be welded with sychronous mingling:
structural and treatment properties in the structural area. Build-up welding  Stretching:
of flat form forging die.

Properties-Basis

Special medium-alloy Cr-Mn-Mo-Ni filler m etal. Heat resistant tempering up
fo 600°C, cold resistant up to -60°C. Fine flowing. When diluting with low
and medium alloy tool steels, hardness of 1sf-2nd layer max. 60HRc and
3rd-4th layer max. 50HRc.

Application
Connecting heat resistant steels. Heat freatable and case hardening steels. Tensile ¢

Containers, pipes, and equipment from the oil industry. High strenght Cr-Mo Hll'd-“‘l
-tubes. Chrome and nitritable. m

Properties-Basis
High-alloy filler metal with a lowered C-Cr content with good eiching, em- For materials
bossing and eroding properties for steels with a 5-12% chromium content
and with a max. carbon content of 0.6%. The welding deposit is normali-
zable, chromium-platable and nitrable. It's heat treatable up to the 1st layer
to max. 54 HRc, in the 2nd layer to max. 42 HRc and in the 3rd layer to
max. 38 Hrc.

Application

For welding repair and alteration of moulds and synthetic resin compression
tools, whereby corrosive plastics like aminoplast and highly acid secreting  1st layer
thermoplastics are processed. Preheat the basis material to approx. 250- 2nd layer
350°C and apply with minimal fusion. Then nomalize the surface of the 3rd layer
welding zone with an autogenous flame.

Properties-Basis
Medium-alloy Cr-Mn filler metal, tenacious, sfill machinable built-up m ateri-
al. Nitrable. Can be chromium-plated.

Application
Joint and build-up welding on low- and medium-alloy tool steels. Flat swa-
ge, hammer saddles, simple trim dies, rolling dies, casters, dies and punch.

The above mentioned welding recommendations are not under nurcantrp!_pgsﬁ___._;
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Properties-Basis or materials L
Medium alloy filler metal Cr-Mo-V with high temperature hardness. The N CRONITEX
weld metal is slow fransforming fo 550°C. Dense and crack resisiant struc- 1.2541 - A

ture, nitridable, air hardening. Parlly chromeable. 1.2567

Build-up welding on hot forming tools. \Warm cutting tools, forging dies, .H =
pressing mandrels, pressure forging dies, swages, diecasting moulds, if the
parent metal requires structural synchronous or similar build-up welding.
For joining preheat to approximalely 450-550°C and mainiain this welding H = |
temperature! For build-up welding preheat to 300-400°C! Softening

Properties-Basis For mate
Middle alloy Cr-Mo-V filler metal with good thermal stability. The weld metal
is slow fransforming up to 550°C. Dense and crack proof structure, nitri-
dable, air hardening. Partly chromeable.

Application
Build-up welding on hot-work steels. Aluminum pressure casiing mould, H=h:
cylinders and pistons of cold chamber machines, press mandrels, metal H=u
strand pressing fools. Oil- or air-cooled piercing plugs. For joining preheat
to approximately 500-550°C and maintain this welding temperature! For
build-up welding preheat to approximately 300-400°C.

- kil .
Properties-Basis | L /
High-alloyed, heat-treatable Cr-Mo-Ni- welding filler, mariensitic structure, : c R D N ' T E)(

corrosion and acid proof. Easy to polish, high resistance to abrasion
through aggressive plastics.

=) e ’..':- -
RC 46
Application . :
Repair and modification of martensitic chrome steels. Corrosion resistant s : _

injection moulds, for longer lifetime of low alloy tool steel.

ERANITEX

Properties-Basis

Special alloy for the adhesion and application of high alloy mould constructi-
onal steel. This chrome-nickel wire with special additives has excellent tistant Cr

corrosion resistance, even at higher temperatures. The marensitic structure 1.2 . () ? ’;ﬂ ?
is very good to machine and polish. The optimized content of carbon resulis Gt Rb ";‘?’
in very good weldability and clean flow properties. The subsequent heat
treatment with iemperatures of 480°C or more increases the hardness o
max. 47 HRc.

The above mentioned welding recommendations are not under uurcnn’fmf.:__

s.



Properties-Basis

°
High alloy Cr-Mn-Mo-Ti weld filer with improving characteristics on hot work  FOF materia CRONITEX

steels. Parlly suitable for chrome plating. !
o RC 48

Application

Depositions on highly stressed forge and pressdies, if a structure synchro- H= 3

nous heat freatmant of the base and welding material is needed. Deburring H = ot v
tool, warm cutting plales and stamps, hot shearing knives. Preheat bonds to H e
approximately 600° C. Preheat applications to approximately 300° C. For :: after

key joints use CRONITEX 252-C! QIHIM

Properties-Basis

()
Martensitic chrom e weld filler with stabilizing addilives for similar alloyed CRONITEX
steels. Rust and wear resistant, can be tempered. The weld mefalcanbe  1.208: ;
etched and polished. Erodible and niritable. Not chrome platable!

RC 30
Application o 3 —
Apply on rust and wear resistant mould structural steel. Plastic irjadioﬁ and e “-
blow moulds for GFK. For joint welding on cracks, fractures or coolant chan- h 3 _
nels use CRONITEX 252-C! Please inquire about available components '
and diameters.

)
Properties-Basis .
High alloy Ni-Co-Mo filler metal. Edge stability up to 3 ' = c R O N I T E)(
approximately 400°C. it g

The heat treatable martensitic weld metal is in spite of its extreme hardness
very tough and crack resistant. Good machinability. Not chrome platable.

Application '
The new fype of alloy brings a high performance improvement welding de-
posit for build-up welding on highly stressed compression moulding dies,
drawing dies, coining dies, folding tools, hot cutting tools, forging dies, alu-
minium diecasting moulds, cold shears and blanking dies for thick and
tough hardened material. Preheat basic material as low as possible! Highly
stressed continous casting forging rools. One-shot channels of aluminium
diecasting moulds. Remove worn material. Highest endurance.

Properties-Basis

Medium-alloy Cr-Mn-Al-Ti filler metal. The hardenable, highly nitrable build-
up material is very abrasionproof, and crack safe even when welding multip-
le layers. Hard induction- and flame hardenable surfaces can be achieved.
Best sliding properties against high-alloy materials. Can be chromium-
plated.

Application

Build-up welding on high duty machine parts of piston rods, valve spindles,
fitings. Enduring stability at 350-500°C. Carbon and mineral press-forms,
gear wheels, schafts, journals, extrusion screws out of nitriding steel, cam-
shafis, open die forging saddles, saddles and hammers.
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Properties-Basis

High-alloy Cr-Mo-Si-V-W filler metal. The structure of the build-up material
is similar 1o that of the thermally diffusive hot-work steels, but has a better
endurance. Resistant o alternating iemperatures. Parily suitable for chrome
plating.

Application
Especially suited for paiching hot-forming tools with W-content, for 1-3 lay- '
ers without buffering. Hot cuiting tools, rolling mandrels, timming dies and
diecasting moulds. For joining preheat to at least 550°C! Also suitable for
build-up welding on medium-alloy cold culting steels.

s CRONITE X

ol RC58

Properties-Basis

Extra weld filler m etal with Cr-Mo-V and stabilizing elements for hard build
up layers on cold work and forming tools with more than 5% Chrome con-
tent. Afier the welding process air hardening characteristics up to 61 HRc.
Tough-hard, edge retainingweld material. Thermally treatable like the base
material. Suitable for nitration, erosion, polishing and etching. Can be chro-
med and coaled.

Application

Build-up welding, repairs and modifications of quenched and tempered
tools. By more than three layers the first layer should be welded thin with
CRONITEX 220 as a buffer. By joinis up to three layers weld with 220 befo-
re the cuiling area. Last layer with

For materias ERONITEX

CRONITEX RC 60!

Properties-Basis For

High-alloy Cr-Mn-Si-V filler metal. The ledeburitic welding deposit is very w_

similar to the 12% chromium-cold cuiting steels. The hardness values in the 1%
1

state of welding differ extremely depending on the welding process. Please
see indication, welding of 12% chromium steels! Slow transformation!
Nitrable!

Application

Preferrably for structural synchronous joint and build-up welding of misma-
chined, broken out, hard high performance cold cut steels, especially 12%
chrome steels. Constructional change of the above mentioned steels. For

build-up welding preheat to approximately 350°C, for joint welding preheat
to approximately 600°C. Furnace cooling. Then the workpiece can be ma-
schined. Hardenable as the raw material.

The above mentioned welding recommendations are not under uurt:ont_rn_l t__l,_,_.'

Characteristics, with which you are confronted daily?

By wear and modification the ideal welding technology is ne,e_deﬂ;,..

Fast and uncom plicated repairs, also carried out on site.

Structural synchronous or also endurance improving application for all si

proof repairs of leaking cooling channels, specific wear protection due tc

tion edges.




Tools for:

Cold work
bending - shaping - pressing -
shearing - cutting - stamping -

compressing - pulling

Hot work

bending — compressing —
pulling — shearing —
converting — shaping —
pressing - pushing —
stamping — forging — cutting

Machining

turning - planing - milling -
drilling - broaching

Cast metal
moulding - Aluminium-,
Magnesium-, Zinc die-cast

Plastics injection
or blow moulding — extruding
fools

Rubber

injecting- pressing — blowing

Glass

pressing - forming - blowing

Stone Ceramic
pressing - grinding - forming -
milling - breaking

Tools from Material-Nr:
1.1520-1.1525-1.1545-1.1730
1.2003-1.2242-1.2235-1.2328-1.2162
1.2379-1.2436-1.2601-1.2080 (1.2842)
GG- legiert u. GGG- 40/50/60/70
1.2080-1.2083-1.2201-1.2376
1.2378-1.2379-1.2436-1.2601
1.2320-1.2362-1.2363-1.2367-CARMO
ASP2023-VANADIS 30-5290-CPM3V
Alu- Bronze (AMPCO)
242-1.2248-1.2311-1.2323

1.2710-1.2714-1.2744-1.2764-1.2767

-1.2889
1.3243-1.3246-1.3255-1.3265
1.3333-1.3342-1.3343-1.3344
1.3346-1.3348 (1.3202)
Spherical graphite - C-Steel
1.2885-1.2886-1.2887-1.2888
1.2567-1.2365-1.2367
1.2343-1.2344-1.2362-1.2367
1.2311- 2-1.2162-1.2738
1.2764-1.2766-1.2767-1.2768
1.2083-1.2085-1.4120-1.2316
1.2343-1.2344
MOLDMAX - AMPCOLOY 83
C45-C60-C70- 18550
1.2714-1.2744-1.2311-1.2367
Case-hardened and quenched and tempered s
GG- alloyed, GGG40
Nickel-Compund-Alubronze
Case-hardened and quenched and tempered s
1.2080-1.2436-1.2601-1.2379
1.1620-1.1625-1.1645-1.1654

manganese steel Mn = 6-14%

Preheat and/or Welding
temperatures
untempered tempered

\ A \ A

connect apply connect

200°C 300°C
400°C 400°C
650°C 350" M

450°C
450°C
550°C
450°C

prlie
250°C
350°C
pilies
400°C
450°C
550°C

250°C
300°C
300°C
250°C
200°C

150°C
pulie
400°C pilipe
300°C pilie
400°C
300°C
650°C
200°C

*1 = in this condition r

connect
and
buffer
with:

225
225
220

220
220
220
252-C
12-A-Multi
252-C
252-C
252-C
252-C
252-C
252-C
252-C
252-C
252-C
252-C
220
252-C
252-C
252-C
220

225

prd]
252-C
12-A-Multi
220
220
220
225

welding consumables — same texture/ -similar
thermaly synchronous to the base materials

untempered

Material

synchronous
structure apply
130-ST
170-ST

Rc 60

Re 62
Rc 62
Uni-Car

tempering

40-44

tempered
Material
apply
with 2
130-ST
170-ST

Rc 60

Rc 62
Rc 62
Uni-Car

specific guidance to the welding of PM-Steel see page 11

12-A-Muiti
130-ST

12-A-Multi
170-ST
Rc 62
Uni-X

270 HB

270 HB
34-40 42-46

61-63

54-62

12-A-Multi
Rc 36
Rc 36
Rc 40
Rc 40

Rc 64
Rc 64
Rc 64

12-A-Multi
170-ST
Rc 62
Rc 36

see catalog product group 1- 5

welding consumables — improved texture
s fo the b m

part hron

untempele;l
Material
improved
applicatic
Rc 36
Rc 54
Rc 63
Fill GG-55 200HB
Rc 62
Rc 62
Rc 58
PM-500
14Super
Uni-X
Uni-X
Rc 48
Rc 48
Multilloy

just EL- Rc 64
Fill GG-55
Multilloy
Rc 48
Rc 44
Rc 58
Rc 58
Rc 50
Rc 44
Cu-200
Rc 54
Uni-X
Rc 36
Fill GG-55
14-SUPER

200HB 270 HB
Rc 36
Rc 62
Rc 54

tempered
Material

14-Super
Rc 44
Rc 44
Rc 58
Rc 58

Multilloy

just EL-Rc 64

Fill GG-55
Multilloy
Rc 48
Rc 44
Rc 58
Rc 58
Re 50
Rc 58
Cu-200
Re 54
Rc 44
Rc 36
GG-Tec

14-SUPER
Rc 36
Rc 63
Rc 62




welding consumables - SUPERPLUS

seldom synchronous to the base materials

In WIG / MAG [ elecirode -process

PLUS — structure SUPERPLUS - structure
Hardness Hardness
afterwel- max max.
ding Hard- afterwelding  Hard-
Tools for: Tools from Material-Nr: apply with: ness  apply with: ness
Cold work 1.1520-1.1525-1.1545-1.1730 Rc 63 58-61 82 Rc 64 60-62 64
bending - shaping - pressing -

: : . i : i - 5861 62 60-62
shearing - cutting - stamping - 1.2003-1.2242-1.2235-1.2328-1.2162 Rc 63 Rc 64

compressing - pulling ;5550 1 5436 1.9601-1.2080 (1.2842) Rc 63 6760 62 Rc 64 60-62 64
GG- legiert u. GGG- 40/50/60/70
1.2080-1.2083-1.2201-1.2376 Rc 64 59-63 64 PM-4 60-63 &4
1.2378-1.2379-1.2436-1.2601 Rc 64 59-63 64 PM-4 60-63 &4
1.2320-1.2362-1.2363-1.2367-CARMO Rc 64 59-63 64 PM-4 60-62 &4
ASP2023-VANADIS20-S290-CPM3V PM-4 60-63 64 PM-10 60-65 65
Alu- Bronze (AMPCO)

Hot work 1.2242-1.2248-1.2311-1.2323 Cronilloy* 2834 42  Multilloy* 34-38 44
bending — compressing — pulling 1.2710-1.2714-1.2744-1.2764-1.2767 Cronilloy* 2834 42 Multilloy* 3438 44
— shearing — converting — sha-
ping — pressing — pushing — 1.2344-1.2362-1.2365-1.2367 Coballit1088*  30-36 38  Coballit1086* 38-42 44
stamping — forging —cutting 4 5506 1 2550-1.2567-1.2581 Rc 64 61-63 64 Rc 52 3236 54

1.2678-1.2888-1.2889 Multilloy* 2832 48 Rc 52* 3236 54
Machin |ng 1.3243-1.3246-1.3255-1.3265 PM-4 55-60 64 PM-10 57-62 65
turning - planing - milling-  1.3333-1.3342-1.3343-1.3344 PM-4 5560 64 PM-10 57-62 65
drilling - breaching
1.3346-1.3348 (1.3202) PM-4 50-55 64 PM-10 53-58 65
Cast metal Spherical graphite — C-Steel 252.C 240 HB
moulding - Aluminium-, 4 2885.1.2886-1.2887-1.2888 Rc 52 3236 52
Magnesium-, Zinc die-cast
1.2567-1.2365-1.2367 Multilloy* 4045 48
1.2343-1.2344-1.2362-1.2367 Rc 52 32-36 54
Plastics 1.2311-1.2312-1.2162-1.2738
injection or blow moulding —  1.2764-1.2766-1.2767-1.2768
extruding tools
1.2083-1.2085-1.4120-1.2316
1.2343-1.2344
MOLDMAX - AMPCOLOY 83

Rubber C 45-C 60- C 70 - 1.8550 Rc 63 5860 63

injecting - pressing — blowing 1 .2714-1.2744-1.2311-1.2367 Rc 58 5458 62  Multilloy* 34-38 44
Case-hardened and quenched and tempered Rc 63 56-59 63
steels

G Iass GG- alloyed, GGG40

pressing - forming - blowing  njickel-Compund-Alubronze
;:z?;hardanad and quenched and tempered Rc 63 60-62 63 Rc 52 54

Stone Ce ramiC 1.2080-1.2436-1.2601-1.2379 Rc 64 60-62 66

pressing - grinding - forming - 1.1620-1.1625-1.1645-1.1654 see catalog product group 1 - 5

milling - breaking
manganese steel Mn = 6-14% see catalog product group 1 -5




Properties-Basis

High-alloy Cr-W-V filler metal. The solid solution welding deposit has a good
transformation property. In the martensitic area it is still tenacious and has a
very good edge retention. Nitrable!

Application

Prefereably for the fast repair of hardened or broken edges of 12% chrome
tool steel with low preheating, which means approcimately 40°c under the
tempering temperature of the base material. Cutting tools, punch and dies,
gate shear blades, cams, caich lug, chisels, exirusion screws, plastic
moulds.

Properties-Basis

High-alloy Cr-Mo-W filler metal. The modified alloy corresponds fo high
performance high speed sieel with a very high temperature hardness up fo
550°C. Resistant fo impact, pressure and abrasion. Crack resistant also
when welding in multiple layers.

Application

Repair and new fabrication of chip removing tools such as milling cutiers,
lathe chisels, planing tools, wood working tools, broaching tools. Highly
stressed hot and cold culting tools, billet shears, metal forming tools, radial
cams.

Preheating: high-speed steels =500°C
Chromium tool steels: = 300-400°C

Properties-Basis

Powder-metallurgical special Cr-Mo-W-V filler metal with very good air-
hardening properties after slow furnace cooling (from 530°C to 20°C). The
endurance of the structure is superior to a ledeburite or a super-speed
steel. The greatest hardness of the build-up material is achieved with a
constant preheating temperature of 500-540°C.

Application
Alterations and repair of PM-cold cutiing tools, PM metal forming tooks and

PM-chip removing tools - heavy-duty fools containing molydenum and : = ':
fungsien. Build-up welding should take place with minimal mingling with the m
parent mefal. =l
Properties-Basis _—
Powder-metallurgical special Cr-Mo-Si-V filler metal with very good air- For materi:

good edge siability for cold work. The greatest hardness of the build-up

hardening properiies after slow furnace cooling (from 500°C o 20°C). Very m
ac-
material is achieved with a constant preheating temperature of 480-520°C.  PM-
steels

Application

Alterations and repair of powder-metallurgical steels containing

Cr-V with a carbon content of 1.7-2.4%. Cold work tools, fly cutters, cuiter
blocks for plastics comminution, cold pressing dies.

The above mentioned welding recommendations are not under nurcnnf-m'l.:.ﬁﬁ-_'___'_:_ ’
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Properties-Basis

High alloy weld filler for the repair of minor damage on T c R O N iT E x

metallurgical steels. CR-W-V alloy, tough and edge retaining.
PN 300
Application

High strenght cutting tools, injection moulds, thermoforming and forming -V / ed . 58 -62 HR m
tool, stamping and cold form fools. For delicate and e rdene ... S |
shallow applications without subsequent hardening. o oty —

Properties-Basis

()
Cr-Mo-V-W alloyed special additive for high alloy PM-Steel. . '_ : C R O N I T E X

Application : dene m-

For highly stressed cutfing {ools, forming and die stamps, wear and corrosi- it ' S

on resistant injection moulds (DURO-PLAST). F-
e,

LJ
Properties-Basis .
High-alloy Cr-Mn-Mo-V/ filler metal, struciure is synchronous with the new . c R D N ' T E)(
prehardened and tempered cold-work steels. The reaction hardness of the

build-up material depends on the preheating altitude of the parent metal. .
Hardening and tempering as parent metal. Can be etched, chromium-plated 4 I . =) - v
and nitrided. Welding in multiple layers is possible, warm forging from 3rd i i U [m D'@a U‘]

layer on! The build-up material is flam e-hardenable.

Application

Joint and build-up welding on cold cuiting fools and metal-forming tools of
the sheet metal fabricating industry. For compensation of processing errors
with followed by maschining, preheat to approximately 450°C. For build-up
welding on hardened tools preheat to approximately 250°C.

)
Properties-Basis ) )
High-alloy Cr-Mo-Si-\/(W) filler metal with synchronous or similar siructure ; C n D N I I E X
as hot-work steels. Tension compensation in the martensite range. Can be 131 43 '

annealed, hardened and tempered with low tolerances equal to the basis
material. Can be chromed.

Jni-W

Application ! : TIG
Joint and build-up welding of high alloy hot work steels, also with good ther- Hll'llm e

mal conductivity. Com pensation of processing errors, wear and fear, when  Softening,
you wish the same type of weld metal. Forging dies, hot pressing mandrels, similar to th P
diecasfing moulds, hot forming rolls, coining dies, hot cuifing tools, plastic
moulds. In case of multiple layer welding preheat to 350-450°C.

The above mentioned welding recommendations are not under nurcnn’fm'"
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Properties-Basis

Medium alloy filler metal Cr-Mn-Mo-Si-W which resulis in dilution with the
basis material in same or similar handling characteristics. With 1-2 layers
also suitable for hot-work steels and cold-work steels. Can be chromion-
plated.

Application

Preferrably for build-up welding and low- and medium-alloy tool steels like
forging dies with low die sinking, feeding paris of follow- on tools, spindles,
slide tools, cams, catching devices, etc. Cronitex Uni-X is also very suitable
for joining the above mentioned steels with a preheating at approximately
200°C.

ERONITEX

Unf-X

Properties-Basis

High alloy filler metal Cr-Ni-Mo-Fe-W-Co. The weld metal withstands pres-
sure, impact and high iemperatures, and hardens under these influences.
Acid-resistant, scale resistant up to 1250°C. Best friction characteristics of
metal on metal, edge siability. Good fusing on nitride steels. Cannot be
nitraded or chromed.

Application
Build-up welding on highly siressed edges of forging dies and die sinkings,

frimming dies, mandrels for drawing pipes, hot-shearing blades, forging
tools. When joining compression cracks in forging dies as well as walchg in
multiple layers use the filler metal

CRONITEX 252-C for buffering!

ERONITEX

Cronilloy

Properties-Basis

High-alloy CrNi-Mo-Fe-\V-W-Co super filler metal. The extra-ordinary build-
up material withstands exireme pressure, impact and high itemperatures,
and considerably takes the hardening under these circumstances. Scale-
resisting up to 1300°C. Hot-work hardness at 350°C- 38-40HRc. Extremely
tenacious and edge stable.

Application

Build-up welding on highly stressed edges of forging dies. Forging fools and
hot-shearing blades, on which medium- and high-alloy steels are punched
and cul. Resistant to hot impact cracks and cavitation. In case of circular
welding preweld with CRONITEX 252-C! Preheating: When buffering with
CRONITEX 252-C = 250-300°C, when welding directly 300-400°C!

CRONITEX

Multilloy

Properties-Basis

High-alloy Cobalt filler metal Co-Cr-W. The stellite welding deposit with
special admixiures and a lowered C-content is crack safe for circular wel-
ding and profile build-up welding (modified stellite 6). Heat resisiant, fough
and exiremely edge stable.

Application

Build-up welding on highly stressed forging, swaging, pressing and drawing
tools, wire drawing and milling rolls. Crack free on extrusion screws, coke
and slag crusher, glass shears. \When welding in multiple layers buffer with
CRONITEX 252-C! Preheating: for buffering 250°C, for direct build-up wel-
ding approx. 350°ClI

The above mentioned welding recommendations are not under our control
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Properties-Basis

High-alloy Cobald filler metal Co-Cr-W, modified, similar to stellite 21, for
best direkt build-up welding possibilities on hot-work steels with minim al
preheating. The build-up material is extremely tenacious, crack resistant,
stable to thermal shocks, edge siable and has a good machining property.

Application

Build-up welding on highly stressed forging dies, swages, compression
moulding dies and drawing dies without buffering layers if highest enduran-
ce is already required from the 1st and 2nd layer (fast repair). The weld
metal can be welded repeatedly without gouging.

Properties-Basis

High alloy aluminum-manganese-multicomponent bronze AFCu-Fe-Mn. The
modified with aluminum alloyed weld metal is resistant to cavitation and
seawater, dense structure, crack and abrasion proof. Best friction characte-
ristics on metal. The weld metal can be cold tempered - deep freezing, plus
approx. 20% hardness.

Application
Reinforcement of sieel, cast sieel, cast iron moulds, press and deep dra-

wing moulds, marine propellers, Pelton runner, Kaplan blades, pump impel
lers. Bronze and steel joints. Glass moulds out of Ni-bronze. In case of cast
iron preweld one layer with

CRONITEX electrode GG-55 or Fill GG-55!

Properties-Basis

High-alloy aluminium bronze Al-Fe-Cu. The welding deposit is highly wear
resistant, stays smooth and does not absorb pressing and drawing resi-
dues. Highest hardness with minimal heat supply and fast cooling. Cor-
responds to the Ampco-bronze. Can be maschined with HSS super high
speed sleel tools. The weld metal can be cold tempered through deep free-
zing, plus approx. 15% hardness.

Application

Build-up welding of compression, press and draw tools used for chrome-
nickel-steel-forming to prevent grooving for longest durabiliy. Zinc and
cadmium coaled sheet metal forming. In case of cast iron compressed with
sulphur and grease preweld one layer with CRONITEX electrode GG-55 or
Fill GG-55.

Properties-Basis

Weld filler Cu with special additive Be-Fe-Ni. Excellent thermal conductivity,
exireme hardness, easy to polish, wear and abrasion resistant, comosion
resistant, good maschinability.

Application

Themally dem anding injection moulds, cores and inseris for a significant
impravement of the cooling compared to steel moulds. Very good weldabili-
ty. For a matching color application on the "red" bronzes as described on
the right, when good thermal

conductivity and hardness is required.

The above mentioned welding recommendations are not under nurcnnf-m'-

14

CRONITEX

1088

ERONITEX

12 A=-NMultf
e Yoy

CRONITEX

l4-Super

e y—

ERANITEX

y—



Properties-Basis

Special copper filler metal with contents of silver, ferrite and chrome. Toug-
hened Cu-base weld metal with good electrical conductivity. Hardness can
be increased approx. 20-30% through cold ageing (deep freezing).

Application
Build-up welding on worn copper and erosion tools, spot- or butt welding
electrodes. Conneci and repair copper cooling tubes, Cu-inserts.

Properties-Basis Formatish I b, : : { ] -

Special Ni-Fe-Mn-Cu filler metal with excellent, notch-free melting proper- Wi g, l : n O N I T E )(
ties on cast iron and ductile iron. The stick electrode is core wire alloyed ﬁ:ﬂ : ————
and has a stable arc consisting of fine drops. The filler wire Fill GG-55 con- ?

tains admixtures which are free of slag and can therefore excellently be TIG P - |
-welded. AL @@“55 Fﬁﬂﬂ

Application

Preferrably for build-up welding on cast iron and spheroidal graphite
compression moulding dies of the sheet fabricating industry. For higly-
stressed drawing edges on alloyed cast iron. The build-up material is re-
sistant to displacement and prevents drawing grooves. Hammer off from 3rd
layer on! The result is a hardness increase of 15-20%. In case of sulphurous
or greasy cast iron types slightly melt over the welding area with the TIG-
welding arc.

Properties-Basis

Superfonta- Tec Ni-Fe-Mn-Al filler metal. The welding deposit has the smal-
lest coefficient of shrinkage of all known cast iron welding alloys. Intermedi-
ate beating out is not necessary up o the 3rd layer. Best sliding properies,
edge siable.

Application
Build-up and alteration welding on alloyed cast iron and ductile iron

compression moulding dies of the sheet metal forming industry. In case of
sulphurous and grease packed cast iron types groove with CRONITEX Nut-
Ex, clean the channel, then preweld with electrode CRONITEX GG-Dur or
TIG 252-C. Before MAG-welding preweld 1-2 layers with electrode GG-Tecl

Properties-Basis

) [
Aluminium special alloy AFMg-Mn-Cu filler metal. Structural change can be | 0. C n O N l T E x

achieved through ariificial and natural ageing as well as warm and cold L
compression hardening. Strength can be influenced through the dilution e Eﬁ D ar
with the base material. i ﬁ:—ﬁ uﬂ‘i M'T

Application 1 -
Alteration and repair of high-sirength aluminium wrought alloys such as oh i

plastic moulds and their inseris. Joining of cooling channels and fhreads. d-up o in

Properties-Basis .. o
Aluminium special alloy AFMg-Si filler metal, fine-flowing. Fast cooling of the weld For [

pool results in a strength increase up to 220 N/mm?. Infermediate aging 24h at 20°C. Al e ] C n O N I I E X
then hot aging at 160°C 1ill tens. str. = max. 300 N/mm2. The values depend on parent  ay ol

metal and layers. Aluminium alloys containing Zn and Pb need slight melting! The low | ; £QD@'S[@@@d

melting pemperature prevents strong mingling.

Application

Repair of Al-Zn-Pb die-casting zinc alloys "Zamak" tools, Al-Si casting moulds and
wrought products. Connecting cracked cooling channels, threads. Connecting very
small parts of all aluminum alloys. Please observe respiratory protection regulations for
Zn- and Pb-alloys!

The above mentioned welding recommendations are not under our control or direct influ
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le saved
pair welding

Precise application without
damaging the edges using the
CRONITEX - WIG welding process

Worn areas of the forging die are gouged,
cracks are joined with CRONITEX elsctrode
252-C and then build-up welded with
CRONITEX electrode Multiloy.

, OF THE WIG TOOL REPAIR




