


About Us

l\,4axcore research and development strategy is to

continually improve its products and processes. The

company seeks to develop new, high quality product

families faster, with the primary focus on long-term

benefits and enhanced & consistent quality along with

reduction of environmental impact. The constant

development of welding processes is an important part ofthis work and goes a long way in

realizing the key objective of benefiting the customer. We have an accomplished research

and development facil i ty. Over the years, we have not only introduced consumables for

different welding processes but also innovated several new products and it 's

implementation by which l ife of wear prone parts enhanced We have brought in the finest

production and testing machines to support our development programs

The company has made uncompromising selections and investments in its plant'

machinery and new generation manufacturing equipments The manufacturing operation &

process of l\,4axcore is well supported witha strong quality assurance system and quality

control officials.

Advantages of Flux Cored Wires..,.

The number of possible combinations of metal and powder is huge Therefore almost

required chemistry and mechanical propert ies can be created with a Flux cored wires

+ Deposition rates (kg/h) are higher than welding with electrodes or solid wire.

+ Deposition rates between 2 & 11 kg/h can be attained'

+ Excellent weld quali ty remains conslant in a wider range of welding parameters'

+ Ease ofoperationiess welding ski l l  is required compared lo st ick eleclrodes.

+ Number of arc hours per working day is doubled in comparison with st ick electrodes.

+ Labor and overhead are the most expensive factors in a welding operation' welding

with high deposition Wires provides an immediate means of cost reduction withoul an

exorbitant investment in equipment.



Our research and development facil i ty & quality

assurance  depar tment  i s  we l l  suppor ted  by

latest machineries for various welding processes Our

mechanical testing facil i t ies encompass various weld

evaluation tests as per national & international standardS

which includes UTM, lmpact Machine, Hardness tester,

Abrasion testeretc.

The chemical laboratory is enriched with all kinds of analytical & instrumental testing

facil i t ies l ike spectro analysis and micro-scopic examinator along wjth wet analysis testing

facil i ty for weld metal evaluations. Our team of R & D and engineers is always prepared to

accept new challenges and interested in modifying materials for specific application,

thereby making us capable to be the customer's partner in developmeni new materials

We are proud to say that ours is the first indian welding company which not only supplies

products but also work with the customers to improve the product performance by which

service l ife of wear prone products gets improves. Our products have received approval

from all over the world.

+ Standard wires diameters :  1.20, 1 60mm supp! ied in 12.5kgslayer wound plast ic spools

+ Also avai lable in other diameters and othertypes of packaging on request



l/axcore 30a flux .ored wre is designed

for welding of 20%CF10%N stainless

sleels lt is widely used n pelro-chemcal

ndushes lor high temperalure use. lt car

be  used to  we ld  s01,302,304,30411,308,

and 347 types ofsialn ess sleel

Maxcore 308Lilux @red wne js designed

for  we ld ing  o i  r8%Cr8%N s tan less

stees. lt is widely ussd ln chefrica, peho-

chemical, pharmaceullcal, paper and pulp,

and bnie industdas. ll en be used to

weld 301, 302, 304. 304L,304,30aL lpes

Maxcore 309 fLx-@red wne is Lsed for

weldinq 25%CF12%N stainless steels

and wed ng  d issmi la r  a loys .  The h ighe.

carbon content of 0040.08% n this

eeclrode helps in high temperalure

app lcallons. I is used ln refireries, petrc

chemcals and processng equ pments i

is used in a big way in dissmiar joints

behreen carbon and slaness stees and

also between carbon and ow a loy stees.

it has aso substantial applcatior as first

ayer of oveday in cladding carbon stee s.

Maxcore 309Lfux-cored wire is used ior

welding 25yqci12%Ni slaness stee s

and welding dissimi ar al oys lt has wide

lsage n refineries peko chemicals and
process ing  equ ipments . l t l s  l sed  in  a  bq

way n dissimiar joints betwe€n carbon

ard slaness steels and also beiwe,en

carbon and ow aloy stees. lt has also

substartial appicalion as rrst layer or

overlay ir claddlnq erbon steels.

Maxcore 309LMo s a flux cored w€ used

for wed ng moslly dissmilar meraLs s!.h

as carbon ro stainless sleels. The welds

have s !per  o r  co i ios io r  res  s lance

specaly high resistance to pitting lype oi

aitack. i s widely used r food ard

beverage induslry and in paper and pu p

mi ls . l t  i s  aLso used ln  many o ther  chem€l
proc€ss equpments. The low ca.bon ln tlie

wed helpslo minimze nterganular attack.

AWS 45.22 /

ASME

E30aT1-1/-4

ASME

E308T1 1/ 4

ASME

sFA5.22

E309T1 1/ 4

ASIVE

sFA5.22

E309LT1,1/ 4

ASME

E309LMoT1

2

3

5

Maxcore 308 is a nux cored wire ior a lpos tion

wedng to be Lsed with 100olcor or 75

Ao+ganl 20 25% CO. shiedng gases. The

wir€ has a fast fre€zinq slag system which
assists the opeEtor wh€n welding out of
posilion. The electrode p€rforms equaly wel

whe. welding in lhe Jlat and horzontal
posiiions. The elechode gives very low spalter

and exhibits excel ent slag pee ing that

ninimlzes clean Lp after we ding.

Maxcore 308L is a flux coGd wire tor al
positior welding to be used with 100%CO2 or

75 AoA.tganl 2o-25o/a CO2 shieldins sases
The wire has a fast f.eezing slag system which

assisls the operator when welding out of
position. The €lectmde performs equally wel

wh€n w€ldlng in the flat and horizonlal
postions. The electrode gives v€ry low spaner
and exh bits exce €nt sag peeling that

m n mizes clean up anerwelding.

Maicore 309 Jux cored wre s weded n all
postio. welding lo be used with CO2 orArgon +

CO2 miied shi€lding gases. Ths w€ benefils
rrom last lreezinS slag syslems which asssl the

opefator when welding ou1 of position and
perrorms equaly we when wed ng in the flat

and horizonla pos tions.

Maxcore 3O9L flux cored wire is weded r all
posltion welding lo be used wilh CO2 orArgon +

CO2 mired shielding qases Ths wire benefils

trom iast ireezing slag syslems which asssl the

operator when welding oul of position and
psrfoms equally wel when welding in the flat

and horizonla pos tions

Maxoore 309LMo fiux cored wire is welded in
all posilons. wilh a shielding gas of CO2 or
Argon + CO2. The wire benents trom fast
Jreezing slag syslemswhich assisr the opeator

when welding oui oi postion lt pe.forms

equaly well when welding lr the fat and





Maxcore 312 nux cored wne s welded n all
pos tions, w th a shielding qas of CO2 orArgon
+ CO2. The wire benefits from laslireezinO slag

syslems which assst the operator when
welding olt oi postion. lt performs equally wel
whsn w€lding in the ilar and horzonta

Maxcore 316Lillx cored wire s welded in al
posirions and is used wilh CO2 or Argon + CO2

mixed shie d rg gases. Thiswire benentsJom

iast freezing slag syslems which assist the
opeEtor wh6n welding out of postion. The
elecirode performs eqLally wellwhen welding

inlh€fl ata.d ho zonla positions

Maxcor€ 347 fllx .o.ed wl€ is welded ir all
positons wilh CO2 or Argon + CO2 mixed

shielding gases. This wire benefis ftom fast
freezing slag systems which assislthe operator

when welding out of posiiion. lt perfoms

equally well when weldlng n the llat and

lMdco€ 81-W T1 en be used in welding

bridges, shucrurals, rail @rs, consaL.tun

equipments etc wher6 si€als likeASTM 4588

orequ valentsle€ls are Ls€d. ltgives excelenl

co or matching lorsuch appli€t ons

AWS45.22l

ASME

E312r1-11-4

Maxcore 312 nux-cored wre is lsed for

welding dissimiaf meials such as carbon

lo slainesssteels or n weldirg 30o/octs9%
Ni type oi alloys. lt has a dLpex fedic
-aLslenitic microslruct!re The weds

sxhibit high slrerglh Th6 high€. carbon

conlent of aroLnd 0.10% ard ihe duplex

micosture gives the wed mela very hgh

st€ngth. I is used in refineres, pelro

chem€ls and proc€ssing equipmenls. lt

is used in a big way n dssihlar joinls

behreen carbon and stain ess steeis and

also belween carbon and ow alloy stees.

ASME

E316T1 1/-4

Maxco€ 316 nux cofed wire s us6d for

w€lding 20qloCF12%Ni2.5%Mo stainl€ss

steels. lt has hgher .a.bon @ntenl of

0.04-0 08q/o which improves ils high

temperalure and creep sl€ng1h ( is

employed h high temperalLre applications

ln processing equipmenis furna.€ parts

elc, and inwe d ng316H slee .

a

I

I O

ASME

E316LT1-1/-4

Maxoore 316Lnux @red wire is used fo.

weding 20%Cts12%N 2.5"/,Mo slainess

sleels.lthaswidelsage n pulp and paper,

chemicais, pharmaceuticals, chenica
pro@ssing, and marine applicaiions. lt has

aso appli€ton in fLrna@ @mponents

becauso of ts.reep res slance.

ASME

sFA5.22

E347\1-114

Maxco€ 347 flux coed wir€ is used for

welding Typ€ 347,321. and 344 aust€nilic

stainless sleels. The Nb conlent n lhis

weld meta srabilizes rhe carbon in ihe

malrixlhus preventing sensilizalion in the

welds and loss of corosion resistan@.

The niobiLm €rbides also ndeases the

slrength otthe welds. lt s used ln welding

high lemp€raluf e componenls lik6 tumac6
parls, pressuE vesses, chemica tanks,

I1 Ea1T1-WC

E81T1-W[,1

Maxcore 81-W T1 is a flux cored gas

shielded wire e oclrode Lsed forsi.gle and

muLtipass w€lding oflow a loy weathering

sleels. Th6 6lectrode has exce lentwelder

appea with sp.ay lansfer arc thin slag,

and easy cean up. ltworks n al positons

and has a quick ire€zing slaq. The

e ecl@de s an excelenl choica where

ASTM 45881ype ofweathering stsels ars

used - such astorbridgesand slructLrals

ior highways. rai ways, etc.



C=0.10

P=o.420

S=0.010

Cr=29.8

N =3.4

u.ts
N/mm2 ( lbs/ in2)= 810 (115000)

YS

N/mn2 ( bs/n2) = 630(91000)

EYr = 25

12.5K9
25 Kg

C=0.03

Si=0.75
Mn=1.40

P=o.425

S=0.010

CF19.0

Nl=12.60

rJ.T.S
N/mm2 (lbs/in2) = 590 (84000)
YS
N/mn2 (lbsln2) = 460(65500)
E / . = 3 5 12.5K9

12.5K9

12 5K9

25 Kg

C=0.03

Si=0.75

Mn=1.40

P=0.025

s=0.010

cF19.0

Ni=12.60

Mo=2.50

U.T.S
N/mm2 (lbs/in2) =570 (31000)
YS
N/nm2 (lbs/in2) = 440(62500)
E k = 4 a AC/DC 25 K9

Mn=1.15

S=0.010

CF19.8

Ni=10.5

Nb=0.60

U.T.S
N/mm2 (lbs/in2) =660 (93500)

N/mm2 (lbs/in2) = ,t40(62600)
EVo = 35

25 Kg

C=0 05

M n  =  1 . 1 0

Si=0.40

Ni=0.63
E % = 2 4

CVN, J@-29C = 50

AC/DC' 15 kg 25 Kg



lMaxcore 91 Tl is a aux cored gas shielded

wire eechode Lsed lor single and

mullipass welding of high tensile sleels.

The electrode s designed to work in all

pos tions. thasa qLi.kfreez ngslagwhich

helps the weder to weld out ol posltion.

Theelectrode san excel enlcholcewhere

a min idum tens i l€  s t reng ih  o f  62

Kg/mm2(620 M Pa, 90 KSI) srequired.

Appllcarions: Maxcore 91 T1 can be

used in welding high tensile components

such as n ra lway chasss, eanhmoving

E 9 1 T 1  D 1

ETlr-1C,E71

T'1M

Maxcore Tl Tl is afuxcored gas

shieded wire €lectrode usad for

snge and muhipass weldng ol

carbon slees. The e eclrode is

designed lo wo|k in all positons.

I has a quick freez ns slag wh ch

heps the welder to weld out of

posilion. The eleclrode ls an

exce l  en t  cho ice  where  a

hinihum lensile strength ol 49

Kg/mm2(480 lMPa, 70 KSI) s

App icalions: lMaxcoe 71 T1 can

be used in welding slru.turals,

r a i l  c a r s ,  c o n s t r u c t i o n

equ pments, etc, where stees

lke ASTM 4516 Gr 70 , 4516

Gr70. or ,A285 or equvalent

slable ar. that s smoolh

yet deeply penerrating
It has a faslfreezing slag

we der in out oI position

washed horizonb nllets

co2 at275-

(35 50 cih)

The e eclrode gives a stab e arc that is smoolh

It has aiaslireezing s ag system that helps the

we derin outoiposil onwelding.
It g ves consislentarcsta.ts.
Itg vessmoolhwe lwashed horizoniaif llets.



15 kgUTS.KG
/MM2

YS,KG/
MM2

e%

CVN,
J@ 4oC

1  2 , 1 . 4 ,  1 . 6

(0.045,
0 052,
1116)

(35 50 cfh)

si

s
YS,Kg/

E%

CVN l
@ 29C

0 052 1 /16  )



9.0-10.7

9 - 1 1

9 - 1 1

12-14

12-14

'12-14

20-22.5

8-12.5

a-l0.5

11-14

11-14

12-14

11-14

0.70 max

0.60 max

9-11

8 . 5 - 1 0 . 5

1 8 - 2 ' 1 . 5

18-21

18-21

22-29

22-25

22-25

22-25

25-24

2a-32

17-20

14-20

1A-21

17-20

1 1 - 1 3 . 5

1 5 - 1 8

1A-21

21.5-23.5

o.o4-o.14

0.O8 max

0.04 max

0.15 max

0.04 max

O.12 max

0.04 max

0.08-o.20

0 .15  max

0.08 max

O.04 max

0.04 max

0.08 max

0.12 max

0 .10  max

0.08 max

0.O4 max

AWS:A5.22E307- r1-1t4

AWS:A5.22E308- r1 1t4

AWS A5.2E3081- T1-114

AWS:A5.22E309- T1-1t4

AWS:A5.22E3091- T1-1l4

AWS:A5.22E309[4o- T1{/a

AWS:A5.22E309-N,4oL-T1 1/4

AWS:A5.2E310- 11 1a

AWS:A5.22E312- 11-114

AWS:A5.22E3'16- T1-114

AWS:A5.22E3161- T1-114

AWS:A5.22E317-L- T1-1l4

AWS:A5.22E318- r1-1t4

AWS:A5.22E410- r1-1t4

AWS:A5.22E430- T1-

AWS:A5.22E347- 11 1A

AWS:A5.22E22O9- T1-114

I

2

3

4

5

6

7

8

I

1 0

1 1

't2

'13

1 4

1 5

1 6

1 7

3.30-4.75

o.5-2.5

0.5-2.5

o.5-2.5

o.5-2.5

o.5-2.5

o.5-2.5

1 -2 .5

o.5-2.5

o.5-2.5

0.5-2.5

o.5-2.5

o.5-2.5

o.5-2.5

0.5-2.5

Quanlity

tllASS

FORCE

STRESS

PRESSURE

ENERGY

Sl Units

Kllogram (kg)

1 tone =10' ks

NeMon (N)

Jou e (J)

Kg/nr

To cover From

kg

Ton (T)

KN

N/r.m'(M Pa)

Bar

ksfnr, kpm

kg/hr

Kj/mm

SPEED

HEAT INPUT



0.75 max

0.75 max

0.75 max

0.75 max

0.75 max

0.75 max

0.75 max

0.75 max

0-75 max

O.75 max

0.75 max

0.75 max

0.75 max

0.75 max

0.75 max

0-75 max

0.75 max

0.90 max

0.90 max

0.90 max

0.90 max

0.90 max

O.90 max

0.90 max

0.90 max

0.90 max

0.90 max

0-90 max

0.90 max

0.90 rrax

0.90 max

0.90 max

0.90 max

0.90 max

0.04 max

0.04 max

0.O4 max

0-04 max

0.04 max

0.04 max

0.04 max

0.04 max

0.O4 max

0-04 max

O.04 max

0.04 max

0.04 max

0.04 max

0.04 max

0.O4 max

0.04 max

0.03 rnax

0.03 max

0.03 max

0.O3 max

0.03 max

O.03 max

0.03 max

0.03 max

0.03 max

0.03 max

0.03 max

0.03 max

0.03 max

0.03 max

0.03 max

0.03 max

0.03 max

0 . 5 - 1 . 5

0.75 Inax

O.75 max

0.75 max

0.75 max

2-3

0.75 max

0.75 max

2-3

3-4

0.75 max

0.75 max

O.75 max

2.5-3 5

SxCmin to max1.0

008-0-20

To

iB

bl
kgf kp

ibg/in
kgflcm

it lbl
kglrn, kpnr
ft Ibf
ft tb'

lb /hr
fVhl

ky 'n

Mul t ip ly  By

2.205
0.984
1 102

224.4
1 4 2 . 4

0.102
0. '145
1 . 0  x  1 0
14.5
1 . O 2
0.9870

0.7376
0.1020
7.2331
5.7864

2.362
3.60
2.205
2 1 1 9
0.06
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20

1 9
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Chromlum Equivalent = % Cr + %N4o + 1.5 x % Si + 0 5 x % Nb

21 24

Chromium Equ va enl = % Cr + % [,4o + % S + 0.5x % Nb

2623222Al 91 81 T 25 27

Calcllate lhe Nlcke ard chrom !n eqLivaenl rrom the w6rd
metal anaiysis I N trogen anaysis oi lhe wed metal is not
availabe, assune 0 060/0 ior GTA and @vered eeclDde. or
008% Jo. GMA wed meras. li lhe chem stry is acclrate the
diaoram p.edicts lhe WRC Ferte numbefwith n plLs or m.us 3
in approximately 90% oJ the tests ior the 308, 309, 316 & 317

Comparlson with rhe Schaeifler Dlagram.
1.  ANicke lequ iva len to f30  x% N hasbeen added
2. Ferte numbers ior 308.3081& 347 covered e ectrodes are

s  mia .  The h ighera l loy  309 316 & 317 fam les  have abou l2
to4  h isherFNon th is  d iag€h.

3 Gene.a y this d agram coi€ ales beiler with GTA & GMAwe d
metalsbecause t al ows for nitrogen pick up.

4 The schaetrlef austen te-martensite boundary has been
i.clLded here Jorreference.
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Creq = YoCr+7oMo+0.7 x %Ni

1600

1400

1200

1000

800

900

800

700

600

500

0.080 . 0.062

"ai

0.056
t8

'/,

0 .

:-'\

56

oa42( 0.030 \

\

{ a'- \
0.019 a\

T 0 S e c .  1 M n . 1 0  M i n .  t h r 10hrc. 100hrs. 1,000hrs. 10,000hrs.

Tme Temperature - Sensitizaiion curves

lime required tor Carb de precipirar on in stainless sle€ls wth va ous Carbon conlenls. Ca6on
p€cipilation forms in the areas lo the rightof the vaaous carbon-contertc!rues

W L r i .  i a e - p e r o d r o o  ' d o l - . o $ 6 1 0 1 1 9  c l  o r r L r - N f t d l l d 1 e s 1 . l ; e l ' w . l  O O ' " " c - b o 1
woLld be quiieiree lrom grain bo!ndary precipilal on.



1) HEAT INPUT = --:j-l-j-:: Ki/mm
S ̂  1000

6)

2) cARBoN EouIvALENT cE = c% + 
Mina 

+ ct% + Moo +va 
+ Ni%+cu%

(I.J.W- FORMULA) 6 5 15

3 )

5)

For CE<0.40 Plate thickness<37 mm & ditrusibte Hydrogen
Conient < 10m1, Prchest is generatty not required

% Ferjle by calculation (D'sefarion eqlraiion)
% Ferrile = 3 {( Creq - (0.93 ! Nieq + 6.7t
C.eq 6 \ ieq,o be calcLla led as pF Schaef ler  Diagrrm

Conve6ior ot H2 (glacerine/ lo H2 ([,4ercJry) Methrod
H'  (s  acer ine)= 0 64 x H' (Mercury)  -0.93

Formula for pitting Index Calculation
pt .  = % Cr + 3.3% Mo + i3% N,
Higherthe Pitting Index Value, Higher is ihe fesisiance ro pjtting.
For Duprex Siainless Sleel. ll is > 32

Tempetature Conversion
" F = ( o c x 9 / 5 ) + 3 2
c = ( . F - 3 2 ) + 5 / 9

E is the arc voltage in Volis
I is welding cufent in amps
S is the Rate of Travel in nrm/min.
This gives the theoretical Heat input, notiaking into ac@unt tosses due ro radiation etc.

0 5  1 0  1 . 5 c e w % 2 . 0

c-content ol stee

Hardening Temperatures

E

e

E

E

F

E
P

0.5  1 .0  1 .5  Gaw %2.0

C-Conte.t of Steel

Annealina Temperatures

3. Stressjfee annea inq



Welding cost calculations are made for variety of reasons' whether in connection

w i th  quo t ing  fo r  a  p ro jec t  i n  o rder  to  cc jmpare  we ld ing

processes  and  techn iques .  Today  there  a re  numbers_  o f  compute r

programmers which can make such calculations easily and quickly, but they all

use  the  same bas ic  p r inc ip les .  G iven be low are  some s imp le  fo rmules

which wil l enable costs to be assessed.

Meters ofweld produced (m) = M = SXTXW

Labour cost per meter of weld = Lm =
HXT-M

Welding speed (m/hr) = S =

Electrode / Wire cost per melel of weld -

FxGp
Gas cost per meter of weld = Gn - 

S

DXTXW . ,c
, ' N

D = Deposition rate (ks/hr)

A = Cross sectiona are orjo nt (nr)

d = Dens ty ofweld metal(kgrn)

s = Weldlng speed (rn/hr)

T = Tota work tirne (h4

W = Welding duty cycLe (%)

H = Houay rale (E/hr)

l\,1 = Meters ofweld prodlced (m)

Lm = Labour cost per meler ofweld

Em = ELectrode/Vvire cosl per meter ofweld

C = consumable prce (per  ks. )

N = Deposiiion coeffcient (%)

Gm= Gas cost  per  meter  ofweld

F = Gas flow rate (1/min)


