Chromet®2(SL20G)

Key Features Typical Applications
Basic all positional creep resistant electrode - For welding creep resistant CrMa steels such
DC- polarity is preferred as A387Gr 21622
- Supplied in Sahara Ready Pack (SRP) - Maximum service temperature 600°C
Conformances Welding Positions
AWS A5.5/A5.5M: E9018-B3 H4R /
AS/NZS 4856-A: E CrM02B32H5 E E h = m =
AS/NZS 4856-B: E 6218-201M H5 1G oF 26G 36 4G 5G

Diameter / Packaging

ki Sac Part Number Packaging
mm mm
25 350 CHROMET2-25-1 Can 4.0 kg (3 x Can per carton)
3.2 350 CHROMET2-32-1 Can 4.2 kg BB x Can per carton)
4.0 450 CHROMET2-40-1 Can 5.4 kg 3 x Can per carton)

Mechanical Properties - As required per AWS A5.5 & AS/NZS 4856-A

Yield Strength | Tensile Strength | Elongation | Charpy V-Notch
MPa MPa % J@ +20°C
Requirements - AWS 530 min 620 min 17 min
Requirements - AS/NZS 400 min 500 min 18 min 47 min
Typical Results (1) - Stress Relieved 530 650 22 150
1.695C for 1 hour
Deposit Composition
%C %Mn %Si %P %S
Typical Results - As Welded 0.06 0.80 0.6 0.015 0.010
%Ni %Cr %Mo %\ Diffusible Hydrogen
Typical Results - As Welded <0.01 23 1.0 <0.08 3ml/100 g
Typical Operation Procedures
Current (amps)
Polarity 2.5mm 3.2mm 4.0mm
DC+ 60-90 80-130 120-180
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Subject to change — this information is accurate to the best of our knowledge at the time of printing.



