AN ESAB' BRAND

Exaton 25.10.4.L

Exaton 25.10.4.L is used for welding of Sandvik SAF 2507 and other super-duplex steels. The grade is characterized by excellent resistance to stress corrosion in
chloride-bearing environments and excellent resistance to pitting and crevice corrosion.

Exaton 25.10.4.L can also be used for welding Sandvik SAF 2205 and corresponding duplex steels when the highest possible corrosion resistance is required. It
can be used for plasma welding and overlay welding using hot wire TIG and mechanical TIG.

Knaccudmkaums cBapo4Ho NpOBONIOKMN SFA/AWS A5.9 : ER2594
ENISO 14343-A: G2594 N L
Opo6peHus ABS ER 2594
CE EN 13479

DNV-GL Duplex Steels
Onob6peHusi Ha mMaTepuasbl BbIAAIOTCS C NPUBSISKON K 3aBOAY U3roToBUTESO. [10APOGHYI0 MHEHOPMALMIO MOXHO MOy Te B npeacTaBuTenscreax ESAB.

Twn cnnaBa Austenitic-ferritic (duplex) with approx. 50 FN ferrite - 25% Cr - 10% Ni - 4% Mo - Low C
3awmTHbIN ra3 M12 (EN ISO 14175)

Typical Charpy V-Notch Properties

Condition Testing Temperature Impact Value
[Mocne cBapkun 20 °C 210J
[Mocne cBapku -40 °C 170J
[Mocne cBapkun -46 °C 150 J
[Mocne cBapkun -50 °C 140 J

Xum. cocTaB Har1aB/IEHHOro MmeTasia

C Mn Si S P Ni Cr Mo Cu N
0.01 0.4 0.4 0.001 0.02 9.5 25 3.9 0.1 0.24

Xum. cocTaB HannaBNEHHOro MeTanna

Nb w PRE FN WRC-92
0.01 0.01 41.7 52

Xum. cocTaB NPOBOJIOKU

C Mn Si S P Ni Cr Mo v Cu
0.012 0.4 0.3 0.0005 0.015 9.5 25 4 0.05 0.07

XumM. cocTaB NMPOBOJIOKN

N Nb Ti Co w PRE FN WRC-92
0.25 0.01 0.003 0.04 0.01 42 50

JlaHHble HannaBKu

[AvameTp NpPOBOJIOKU Current Voltage Wire Feed Speed
0.8 mm 40-120 A 15-19V 4.0-8.0 m/min

1.0 mm 60-220 A 15-28V 4.0-12.0 m/min
1.2 mm 150-260 A 24-29V 3.0-10.0 m/min
1.6 mm 230-350 A 25-30V 3.0-5.0 m/min

*For MIG welding of ferritic-austenitic stainless steels
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