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ELECTRODES

RECLAMATION 
& MAINTENANCE WELDING
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Welding
Position

PackingBrand Classification Product Description
Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

REPAIROD 260

REPAIROD 680

REPAIROD H30S

REPAIROD HRW

REPAIROD H35

REPAIROD H60

--

--

--

--

--

--

A low heat input manganese base high alloy 
fully austenitic weld deposit electrode for 
joining and overlaying steels. Tough and 
work hardness type.

Low heat, heavy coated, air hardening type 
electrode, deposits weld of abrasive wear 
resistant type of metal for use of carbon 
steel, manganese steel and malleable iron.

A heavy coated S.S core wire, rich in 
chromium carbide low heat electrode 
produce weld of high resistant in abrasion 
and impact and retains hardness at elevated 
temperature and used where erosion, 
abrasion and impact are major factors.

A work hardening type of low heat electrode 
operates at low amperage and deposit is 
wear and impact resistant, used for overlay 
and build-up in austenitic manganese steels.   

A low heat, spatter free electrode to 
protective coating, resists impact on ferrous 
parts. Deposit is strong and tough and wear 
resistant and as buffer layers.

A low heat input high alloy versatile 
electrode, for welding of difficult to weld 
steel, unknown steels. Deposit is tough and 
resistant to wear and crack.

Crusher hammers, jaw 
crusher, shovel, excavator, 
drag line buckets, points and 
crossings. 

Buckets, shovels, excavating 
equipments, scrapers, plow 
shares, tie temping tools, 
oil expellers, jaw crusher, 
hammers.

Wear plates, conveyor 
screws, scrapers, dozer 
blades, sand pump castings, 
ID fans.

Wear plates, crusher rollers, 
sprockets, chain links, bucket 
teeth, jaw crusher, crusher 
hammers, shovel track pads.  

Crane wheels, sprockets, 
gears and pinions, hammers, 
carrier and track rollers,

Dissimilar and difficult steels, 
tools and dies, mining 
equipment, gear and pinion, 
shafts etc.
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Welding
Position

PackingBrand Classification Product Description
Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

--

--

--

--

--

--

UTS, Rm : 65 kgf/mm²    
Elongation A5 : 32%
As weld hardness : 175BHN 
Work hardened : 450 BHN

Hardness : 57 – 60HRc

Hardness : 57 – 60HRc

Hardness : 
As deposited – 180BHN
Work hardened –500BHN

Hardness : 275 – 340BHN

UTS, Rm : 85 kgf/mm²    
Elongation A5 : 25%

AC/DC+

AC/DC+

AC/DC+

AC/DC+

AC/DC+

AC/DC+

Length: 
350mm 
Dry Pack

Length: 
350mm 
Dry Pack

Length: 
350mm 
Dry Pack

Length: 
350mm 
Dry Pack

Length: 
350mm 
Dry Pack

Length: 
350mm 
Dry Pack
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Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

strongest possible

ELECTRODES

RECLAMATION 
& MAINTENANCE WELDING

REPAIROD HR60

REPAIROD HCO

REPAIROD C1

REPAIROD C2

REPAIROD C3

REPAIROD C4

--

--

--

--

--

--

Super heavy coated special purpose arcing 
electrode designed to produce globular 
transfers of metals. Metal displays high co-
efficient of friction resistance and provides 
extremely good bonding of droplets on sugar 
cane rollers. The rough droplets on rolls 
increases cane crushing rate and so yield.

A low heat input, nickel copper cast iron 
electrode for repair welding of cast iron 
parts, shows colour match and machinability 
and good crack resistant.  

A low heat input, pure nickel cast iron 
electrode for repair welding of cast iron 
parts, shows good colour match and soft 
machinability. . 

A low heat input, nickel alloy cast iron elec-
trode for repair welding of cast iron parts, 
shows good colour match and machinability. 

A low heat input electrode design to seal 
contaminated surface in oily, dirty, greasy 
cast iron.

An advanced super alloy, heavy coated 
electrode, rich in various alloying elements 
in weld deposit,  shows very high resistance 
to abrasion and erosion at elevated 
temperature up to 700°C. 

Sugar cane crusher rollers 
etc. 

Pump rotors and housings, 
worn out gear teeth, valves, 
cast iron to steels etc.

Engine blocks, cast iron gears 
and pulley, motor/generator/
pump castings, impellers, 
glass moulds etc.

Compressors, foundry 
defects, housings, machine 
beds, bearing blocks, motor 
covers.

Foundry defects, machine 
frames, motor and valve 
bodies, oxidized cast iron 
furnace equipment, machine 
tools.

Coal burner nozzle tips, slurry 
pumps, coal pusher shoes, 
sinter handling equipment, 
clinker chains conveyor, 
augers, billet guides 
conveyor, hot slag conveyors.
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Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

--

--

--

--

--

--

Hardness : 58 – 62HRc

UTS, Rm : 34 kgf/mm²
Hardness : 140 – 170BHN

UTS, Rm : 36 kgf/mm²
Hardness : 150 – 180BHN

UTS, Rm : 40 kgf/mm²
Hardness : 160 – 200BHN

UTS, Rm : 45 kgf/mm²

Hardness : 63 – 68HRc

DC+

AC/DC+

AC/DC+

AC/DC+

AC/DC+

AC/DC+

Length: 
450mm 

Length: 
350mm 
Dry Pack

Length: 
350mm 
Dry Pack

Length: 
350mm 
Dry Pack

Length: 
350mm 
Dry Pack

Length: 
350mm 
Dry Pack



39

Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

strongest possible

ELECTRODES

RECLAMATION 
& MAINTENANCE WELDING

REPAIROD GAUGE

REPAIROD INC.

REPAIROD HAC

REPAIROD BRON

--

--

--

--

A heavy coated gauging type electrode operates 
in all positional welding with smooth and force 
full arc, ideal for gauging and chamfering of 
carbon steel, iron, SS and other metals without 
any supplementary items and oxygen.

A low heat input, all positional unique electrode 
operates in AC/DC, produces exceptional sound 
weld, machinable and colour match with bronze. 
Versatile electrode for joining and overlaying 
steels, cast irons and bronze etc. Weld having low 
co-efficient of friction.   

A special heavy coated super alloys electrode for re-
building of components used for handling hot metals 
or work under high temperature condition. Deposit 
resist distortion, stresses, warp age etc from static and 
dynamic loads at elevated temperature and retains 
the weld properties in different media, oxidizing acids, 
mixed acids, salts and chloride bearing compounds 
in normal and at elevated temp. particularly used for 
nickel alloys, hastalloys, illiums and dissimilar steels.

A low heat input high alloy deposit electrode for 
welding of all steels including heat treatable types, 
difficult to weld types and unknown composition. 
Suitable for nickel alloys and dissimilar composition. 
Deposits withstand stresses produced by thermal 
cycle or strains caused by weld shrinkage in massive 
sections and retain weld properties at elevated 
temperature.

Grooving and chamfering 
of cast irons and steels 
and non-ferrous. Preparing 
sections prior to welding or 
machining, back gouging for 
sealing.

Bearing surfaces, castings, 
impellers, pump castings, 
marine components, gear 
teeth, dissimilar metals etc.

Hot forging components, 
shear blades, hot trimming 
dies, die stamps, pickling/
plating tanks, acid pipe 
lines, pumps, guide shoes 
of hot rolling mill, tube mill, 
offshore, furnace etc.

Rotary kiln tyres, cryogenic 
equipment, heat treatment 
equipment like retorts, racks, 
trays, tongs, guide shoes in 
tube mill etc. Earth moving 
equipment 
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Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

--

--

--

--

--

UTS, Rm : 32 kgf/mm²
Elongation A5 : 15%

Hardness : 
As welded : 80HRb
Work hardened : 90HRb

UTS, Rm : 65 kgf/mm²
Elongation A5 : 20%

Hardness : 
As welded : 20HRc
Work hardened : 46HRc 

UTS, Rm : 65 kgf/mm²
Elongation A5 : 24%

AC/DC-

AC/DC+

AC/DC+

AC/DC+

Length: 
350mm 
Dry Pack

Length: 
350mm 
Dry Pack

Length: 
350mm 
Dry Pack

Length: 
350mm 
Dry Pack



WIRE
CO2 WELDING MAG / MIG

strongest possible

41

HIVER MAG Hiver Mag is a copper coated, manganese-
silicon double deoxidized mild steel wire for 
welding with shielding gas CO2 or Ar/CO2. 
the controlled wire metallurgy and surface 
ensures quality and reliable weld

General engineering and 
structural steel.

IS 6419 : Grade S4
AWS, A5.18 : ER70S-6
BSEN : G2 Ti/W2 Ti

Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

42

C – 0.08 Mn – 1.45
Si – 0.85 S – 0.025 Max.
P – 0.025 Max.

YS, Re : 45 kgf/mm²
UTS, Rm : 55 kgf/mm²
Elongation A5 : 25% Min.
CVN Impact at (-)30°C : 40J

DC+
CO2 gas:
7-12 l/min.
80%Ar+20% CO2

12.5kg 
Spool

Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties



43

WIRE

STAINLESS STEEL MIG 
WELDING

strongest possible

Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

HIVER MIG308L

HIVER MIG308LSi

HIVER MIG309

HIVER MIG309LSi

HIVER MIG309
MoL

HIVER MIG316L

AWS, A5.9 : ER308L
EN12072 : W 19 9L

Approved by RDSO
Class M1 & M2

Approved by RDSO
Class M4

AWS, A5.9 : ER309L
EN12072 : G 23 12L

AWS, A5.9 : ER316L
EN12072 : G19 12 3L

AWS, A5.9 : ER309MoL
EN12072 : G 23 12 2

AWS, A5.9 : ER309LSi
EN12072 : G 23 12LSi

AWS, A5.9 : ER308LSi
EN12072 : W 19 9LSi

Stainless steel Mig wire of 18Cr and 9Ni and 
carbon 0.02. Weld shows good resistant 
to cracking, corrosion and scaling and low 
carbon ensures inter-granular corrosion 
resistance.

Austenitic stainless steel Mig wire of 24Cr 
and 12Ni and 2.5Mo weld. The high alloy 
level and high ferrite content enable weld to 
tolerate dilution from dissimilar and difficult 
to weld steels without hot cracking.

Stainless steel Mig wire of 24Cr and 13Ni 
and carbon 0.02. The high alloy level and 
high ferrite content enable weld to tolerate 
dilution of carbon and low alloy steel 
without hot cracking. High Si provides better 
arc and bead appearance. 

Stainless steel Mig wire of 24Cr and 13Ni
and carbon 0.04. The high alloy level and
high ferrite content enable weld to tolerate
dilution of carbon and low alloy steel
without hot cracking.

Stainless steel Mig wire of 18Cr and 9Ni. 
High Si provides better arc and weld metal 
flow, also used for Nb/Ti stabilized grades 
provided service temperatures are below 
400°C.

Welding grades-AISI 301, 
302, 304, 308 and low 
carbon and similar grades. 

Welding of 316, 316L, Nb or 
Ti stabilized steel with service 
temperature below 400°C.

Buffer layer on carbon and 
low alloy steel, joining of 
clad steel and dissimilar and 
difficult joints.

Buffer layer on carbon and 
low alloy steel, joining of clad 
steel and dissimilar joints. 
309L and equivalent steels.

Buffer layer on carbon and 
low alloy steel, joining of clad 
steel and dissimilar joints.

Welding grades-AISI 301, 
302, 304, 308, 347, 321 
and low carbon and similar 
grades. 

Austenitic stainless steel Mig wire of 19Cr 
and 12Ni and 2.5Mo acid resistant weld 
deposit.
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Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

C – 0.02 Mn – 1.65
Si – 0.40 Cr – 19.0
Ni – 9.20

C – 0.04 Mn – 1.65
Si – 0.40 Cr – 23.5
Ni – 13.0 S&P – 0.020

C – 0.02 Mn – 1.8
Si – 0.80 Cr – 23.5
Ni – 13.0 S&P – 0.020

C – 0.02 Mn – 1.65
Si – 0.40 Cr – 23.5
Ni – 13.0 Mo – 2.6

C – 0.02 Mn – 1.65
Si – 0.40 Cr – 18.5
Ni – 12.0 Mo – 2.6

C – 0.02 Mn – 1.65
Si – 0.80 Cr – 19.0
Ni – 10.0 S&P – 0.020

UTS, Rm : 62 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar+2%CO2,16-21 l/min
Ar+2%O2, 16-21 l/min     

UTS, Rm : 68 kgf/mm²
Elongation A5 : 32% Min.
Shielding gas :
Ar+2%CO2,16-21 l/min
Ar+2%O2, 16-21 l/min
FN: 12

UTS, Rm : 62 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar+2%CO2,16-21 l/min
Ar+2%O2, 16-21 l/min
FN: 5

UTS, Rm : 68 kgf/mm²
Elongation A5 : 32% Min.
Shielding gas :
Ar+2%CO2,16-21 l/min
Ar+2%O2, 16-21 l/min
FN: 10

UTS, Rm : 68 kgf/mm²
Elongation A5 : 32% Min.
Shielding gas :
Ar+2%CO2,16-21 l/min
Ar+2%O2 16-21 l/min
FN: 10

UTS, Rm : 62 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar+2%CO2,16-21 l/min
Ar+2%O2, 16-21 l/min
FN: 4

DC+

DC+

DC+

DC+

DC+

DC+

12.5kg 
Spool

12.5kg 
Spool

12.5kg 
Spool

12.5kg 
Spool

12.5kg 
Spool

12.5kg 
Spool



WIRE

STAINLESS STEEL MIG 
WELDING

strongest possible
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Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

HIVER MIG316LSi

HIVER MIG310

HIVER MIG312

HIVER MIG347

HIVER MIG2209

AWS, A5.9 : ER316L
EN12072 : G19 12 3L

AWS, A5.9 : ER312
EN12072 : G 29 9

AWS, A5.9 : ER2209
EN12072 : G 22 9 3 LN

AWS, A5.9 : ER347
EN12072 : G 19 9Nb

AWS, A5.9 : ER310
EN12072 : G 25 20

Austenitic stainless steel Mig wire of 19Cr 
and 12Ni and 2.5Mo acid resistant weld 
deposit. The high Si in the wire gives better 
arc and good bead appearance. 

A ferritic-austenitic type Mig wire deposits 
weld of 23Cr, 9Ni, 3Mo and Nitrogen and FN 
35, displays resistance to pitting corrosion, 
stress corrosion cracking in chloride and H2S 
media.

A stabilized grade austenitic stainless steel 
Mig wire used for welding of stabilized 
grade stainless steel. Weld shows good 
resistance to inter-granular corrosion at 
elevated temp.

A austenitic ferritic stainless steel Mig wire 
contains 29Cr/9Ni and weld having  FN 40 
and displays good strength, resistance to 
oxidation and hot cracking.

A fully austenitic stainless steel Mig wire for 
welding of 25Cr/20Ni, used for corrosion 
and oxidation resistance at elevated 
temperature.

Welding of 316, 316L, Nb or 
Ti stabilized steel with service 
temperature below 400°C.

Welding of similar grades.

Welding of similar grade, 
stabilized grade steels.

Welding of similar grade, 
difficult to weld steels and 
dissimilar steels, buffer layer 
before hard  facing with 
chrome carbide.

Welding of similar grade, 
difficult to weld steels such 
as armour plate and ferritic 
stainless steel.
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Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

C – 0.02 Mn – 1.65
Si – 0.80 Cr – 18.5
Ni – 12.0 Mo – 2.6

C – 0.10 Mn – 1.75
Si – 0.40 Cr – 29.5
Ni – 9.5

C – 0.03 Mn – 1.55
Si – 0.40 Cr – 19.5
Ni – 9.5  Nb – 0.6

C – 0.02 Cr – 22.5
Ni – 9.5  Mo – 3.0
N – 0.18

C – 0.10 Mn – 1.65
Si – 0.40 Cr – 25.5
Ni – 20.5

UTS, Rm : 62 kgf/mm²
Elongation A5: 35% Min.
Shielding gas :
Ar+2%CO2,16-21 l/min
Ar+2%O2, 16-21 l/min    
FN: 5

UTS, Rm : 76 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar+2%CO2,16-21 l/min
Ar+2%O2, 16-21 l/min

UTS, Rm : 76 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar+2%CO2,16-21 l/min
Ar+2%O2, 16-21 l/min

UTS, Rm : 76 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar+2%CO2,16-21 l/min
Ar+2%O2, 16-21 l/min

UTS, Rm : 62 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar+2%CO2,16-21 l/min
Ar+2%O2, 16-21 l/min 

DC+

DC+

AC/DC+

AC/DC+

12.5kg 
Spool

12.5kg 
Spool

12.5kg 
Spool

12.5kg 
Spool

12.5kg 
Spool

AC/DC+



WIRE

STAINLESS STEEL 
TIG WELDING

strongest possible
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Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

HIVER TIG308L

HIVER TIG308LSi

HIVER TIG309L

HIVER TIG309LSi

HIVER TIG309MoL

HIVER TIG316L

AWS, A5.9 : ER308L
EN12072 : W 19 9L

AWS, A5.9 : ER309L
EN12072 : G 23 12L

AWS, A5.9 : ER316L
EN12072 : G19 12 3L

AWS, A5.9 : ER309MoL
EN12072 : G 23 12 2

AWS, A5.9 : ER309LSi
EN12072 : G 23 12LSi

AWS, A5.9 : ER308LSi
EN12072 : W 19 9LSi

Stainless steel Tig wire of 18Cr and 9Ni and 
carbon 0.02. Weld, X-ray quality, shows 
good resistance to cracking, inter-granular 
corrosion and scaling.

Austenitic stainless steel Tig wire of 19Cr, 
12Ni and 2.5Mo acid resistant weld deposit. 

Austenitic stainless steel Tig wire of 24Cr 
and 12Ni and 2.5Mo weld. The high alloy 
level and high ferrite content enable weld to 
tolerate dilution from dissimilar and difficult 
to weld steels without hot cracking.

Stainless steel Tig wire of 24Cr and 13Ni 
and carbon 0.02. The high alloy level and 
high ferrite content enable weld to tolerate 
dilution of carbon and low alloy steel 
without hot cracking. High Si provides better 
arc and bead appearance. 

Stainless steel Tig wire of 24Cr and 13Ni 
and carbon 0.02. The high alloy level and 
high ferrite content enable weld to tolerate 
dilution of carbon and low alloy steel 
without hot cracking.

Stainless steel Tig wire of 18Cr and 9Ni. 
High Si provides better arc and weld metal 
flow, also used for Nb/Ti stabilized grades 
provided service temperatures are below 
400°C.

Welding grades-AISI 301, 
302, 304, 308, stabilized 
grades (321,347) and low 
carbon and similar grades.. 

Welding of 316, 316L, Nb or 
Ti stabilized steel with service 
temperature below 400°C.

Buffer layer on carbon and 
low alloy steel, joining of 
clad steel and dissimilar and 
difficult joints

Buffer layer on carbon and 
low alloy steel, joining of clad 
steel and dissimilar joints. 
309L and equivalent steels.

Buffer layer on carbon and 
low alloy steel, joining of clad 
steel and dissimilar joints.

Welding grades-AISI 301, 
302, 304, 308, 347, 321 
and low carbon and similar 
grades. 
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Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

C – 0.02 Mn – 1.65
Si – 0.40 Cr – 19.0
Ni – 9.20

C – 0.02 Mn – 1.65
Si – 0.40 Cr – 23.5
Ni – 13.0

C – 0.02 Mn – 1.8
Si – 0.80 Cr – 23.5
Ni – 13.0

C – 0.02 Mn – 1.65
Si – 0.40 Cr – 23.5
Ni – 13.0 Mo – 2.6

C – 0.02 Mn – 1.65
Si – 0.80 Cr – 19.0
Ni – 10.0

UTS, Rm : 60 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar – 99.99%, 6-12 l/min.

UTS, Rm : 68 kgf/mm²
Elongation A5 : 32% Min.
Shielding gas :
Ar – 99.99%, 6-12 l/min.
FN: 12

UTS, Rm : 62 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar – 99.99%, 6-12 l/min.
FN:  5

UTS, Rm : 68 kgf/mm²
Elongation A5 : 32% Min.
Shielding gas :
Ar – 99.99%, 6-12 l/min.
FN: 11

UTS, Rm : 68 kgf/mm²
Elongation A5 : 32% Min.
Shielding gas : 
Ar – 99.99%, 6-12 l/min.
FN: 10

UTS, Rm : 60 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar – 99.99%, 6-12 l/min.

DC-

DC-

DC-

DC-

DC-

DC-

5.0kg 
Tube

5.0kg 
Tube

5.0kg 
Tube

5.0kg 
Tube

5.0kg 
Tube

5.0kg 
Tube

C – 0.02 Mn – 1.65
Cr – 18.5 Ni – 12.0
Mo – 2.6 



WIRE

STAINLESS STEEL 
TIG WELDING

strongest possible
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Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

HIVER TIG316LSi

HIVER TIG310

HIVER TIG312

HIVER TIG347

HIVER TIG2209

AWS, A5.9 : ER316L
EN12072 : G19 12 3L

AWS, A5.9 : ER312
EN12072 : G 29 9

AWS, A5.9 : ER2209
EN12072 : G 22 9 3 LN

AWS, A5.9 : ER347
EN12072 : G 19 9Nb

AWS, A5.9 : ER310
EN12072 : G 25 20

Austenitic stainless steel Tig wire of 19Cr, 
12Ni and 2.5Mo acid resistant weld deposit. 
The high Si in the wire gives better arc and 
good bead appearance.

A ferritic-austenitic type Tig wire deposits 
weld of 23Cr, 9Ni, 3Mo and Nitrogen and FN 
35, displays resistance to pitting corrosion, 
stress corrosion cracking in chloride and H2S 
media.

A stabilied grade austenitic stainless steel 
Tig wire used for welding of stabilized grade 
stainless steel. Weld shows good resistance 
to inter-granular corrosion at elevated temp. 

A austenitic-ferritic stainless steel Tig wire 
contains 29Cr/9Ni and weld having  FN 40 
and displays good strength, resistance to 
oxidation and hot cracking

A fully austenitic stainless steel Tig wire for 
welding of 25Cr/20Ni, used for corrosion 
and oxidation resistance at elevated 
temperature.

Welding of 316, 316L, Nb or 
Ti stabilized steel with service 
temperature below 400°C. 

Welding of similar grades.

Welding of similar grade, 
stabilized grade steels.

Welding of similar grade, 
difficult to weld steels and 
dissimilar steels, buffer layer 
before hard-facing with 
chrome carbide.

Welding of similar grade, 
difficult to weld steels such 
as armour plate and ferritic 
stainless steel. 
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Welding
PositionPackingBrand Classification Product Description Current

Condition
Principal 

Application
Weld Metal Chemistry

(wt. %)
All-Weld Mechanical 

Properties

C – 0.02 Si – 0.80
Cr – 18.5 Ni – 12.0
Mo – 2.6

C – 0.10 Mn – 1.75
Si – 0.40 Cr – 29.5
Ni – 9.5

C – 0.03 Mn – 1.55
Si – 0.40 Cr – 19.5
Ni – 9.5  Nb – 0.65

C – 0.02 Cr – 22.5
Ni – 9.5  Mo – 3.0
N – 0.18

C – 0.10 Mn – 1.65
Si – 0.40 Cr – 25.5
Ni – 20.5

UTS, Rm : 62 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar – 99.99%, 6-12 l/min.
FN: 5

UTS, Rm : 76 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar – 99.99%, 6-12 l/min.
FN- 35

UTS, Rm : 62 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar – 99.99%, 6-12 l/min.
FN – 7

UTS, Rm : 76 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar – 99.99%, 6-12 l/min.
FN – 40

UTS, Rm : 72 kgf/mm²
Elongation A5 : 35% Min.
Shielding gas :
Ar – 99.99%, 6-12 l/min.

DC-

DC-

DC-

DC-

DC-

5.0kg 
Tube

5.0kg 
Tube

5.0kg 
Tube
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Website : www.gargwire.com          www.gargweld.com

HEAD OFFICE 
35, Jhandewalan Road, Motia Khan 
New Delhi 110055 (India) 
Tel: +91 11 23529626
Fax: +91 11 23626388

GARG INOX LTD.

MUMBAI OFFICE 
406, Vyapar Bhavan, 49  P.D.’Mello Road, 
4th Floor, Masjid Bunder East, Mumbai 400 009 
Tel: +91 22 23484744, Fax: +91 22 23481748
Email: pinak@gargwire.com

HYDERABAD OFFICE 
H.No. 4-7-31/5/2/1, Plot No.12,
Opp. HDFC Lane, 3rd Lane Inside,
Bapuji Nagar, Nacharam,  Hyderabad 500 076 (India)
Ph. +91 40 27174158. Mobile: +91 9912504357
Email: sudhakar@gargwire.com

UNIT-I 
CH-9, Old Industrial Area,
Bahadurgarh, Haryana (India) 
Tel:  +911276 222222, 
Fax: +911276 222000
Email: gargwire@gargwire.com

UNIT-II 
Asaudha Siwan, Asaudha 
Bahadurgarh, Dist. - Jhajjar 
Haryana - 124507 (India)
E-mail : gargweld@gargweld.com

GARG INOX LTD. (TURKEY) 
Buket Sok. Oyak Sitesi C Grubu Itir 
Apt. No: 10 / 13 Kozyatagi  Istanbul
Postal Code: 34742. 
Mob : + 90 532 516 53 56
Fax:  + 90 216 416 36 70
E-mail: adenkbas@gargwire.com

GARG SALES INC.
366 North Broadway, Suite# 410-H 
Jericho, NY 11753, USA 
Tel  :+1 516 932 6000,  +1 516 942 4242. 
Fax :+1 516 932 6006
E-mail: vdugar@gargwire.com

GARG SALES (UK) LTD.
115 Terrace Road, Walton Upon Thames, 
Surrey KT12 2DU, United Kingdom 
Tel: + 44 193 224 0086. 
Fax:+ 44 193 225 4424
Mob:+ 44 777 185 6739
E-mail: j.juneja@gargwire.com

OVERSEAS OFFICE  

strongest possibleGarg Inox Ltd.


