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soudolxay

The company, founded in 1993, denominated
SOUDOMETAL, started its activities by
manufacturing coated electrodes in the city of
Seneffe (Belgium). Soon, it implemented a cored
wires, tapes and flows manufacturing line, becoming
a worldwide reference in the area of coating
welding.

[ts line product is extremely complete, with several
cored wires of compositions adjusted according to
each project needs, in versions of “open-arc” or gas
protection. It also has several combinations in cored
wires, tapes and flows for Submerged Arc and
Electroescoria.

In Brazil, it has a local production unit with great
capacity to manufacture cored wires. Specially, for
waste surfaces recovery, as well as preventive
coating of them with the purpose of increasing the
shelf life time of components subject to wastage.

» With extraordinary technical support of
experienced professionals, SOUDOKAY has offered
a complete solution to special applications in
demanding projects, by meeting client's expectations
with competence, quality and responsibility. Because
of that, it became a worldwide reference in anti
wastage and anticorrosion coating welding,
particularly in the areas of:

* Petrochemicals
* Offshore

* Steel

* Mining

* Cement

Nowadays, the brand SOUDOKAY is in an
excellence position in its mother-firm, BOHLER
WELDING GROUP, which gets other important
brands, such as BOHLER UTP, T-PUT,
FONTARGEN and AVESTA. In 2007, BOHLER
WELDING GROUP integrated the Austrian strong
and traditional steel sector group VOEST ALPINE,
in which approximately 41.000 employees work and
it has an annual billing of 11 billion of Euros.



SK D 35-G
DIN 8555 MF 5-GF-50-CT

C-0,12
SK D 35-§ Cr- 15,00

DIN 8555 UP 5- GF-50-CT Mo - 2,30
Co-135

SK 258 L-SA
DIN 8555 UP 6-GF-45-GT

SK 258 L-0
DIN 8555 MF 6-GF-45-GT

SK 370-0
DIN 8555 MF 5-GF-400-C

SK 410 NiMo-SA
DIN 8555 UP 5-GF-40-C

SK 420-SA
DIN 8555 UP 6-GF-55-C

C-0,09
Cr— 13,50

SK 415SA ﬁ;;_zf,?

DIN 8555 UP 5-GF-45-C Nb - 0,20
V-03

SK 430C - SA
DIN 8555 UP 5 - GF - 200 - C

SK 430-0
DIN 8555 MF 5-GF-250-C

SK 742N-SK
DIN 8555 MF 5-GF-45
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CORED WIRES FOR PROTECTOR COATING

MATERIAL COMPOSITION HARDNESS POSITIONS PARAMETERS APPLICATION

200 — 300A
250 —450A

275 —450A
325 — 500A

275 —450A
325 — 500A
380 -550A

180 — 200A
250 — 300A
300 - 350A

250 — 360A

325 —450A
400 — 450A

250 — 350A
275 —450A
325 — 500A
400 — 450A

250 — 350A
325 - S00A
380 — 550A

325 — 450A
400 —450A

180 —200A
250 — 300A

250 —300A
325 — 500A

Cored wire with gas protection of Steel-
tool connected to Cr-Co- Mo, for metal-
metal wear, thermal fatigue oxidation,
cavitation and corrosion.

Cored Wire for Submerged Arc of tool
steel connected to Cr-Co-Mo, for metal-
metal wastage, thermal fatigue
oxidation, cavitation and corrosion.

Cored Wire for Submerged Arc of
martensitic alloy with good resistance to
metal-metal wastage and moderate
abrasion to high temperatures. Flow SK
RECORDSC recommended.

Self-shielded cored wire of martensite
alloy with good resistance to metal-
metal wastage and moderate abrasion
to high temperatures.

Self protected cored wire of martensite
alloy with good resistance to metal-
metal wastage used to recovery of
continuous roller casting

Cored wire for submerged arc
martensite alloy with good resistance to
metal-metal wastage, corrosion and
thermal fatigue used to recovery of
continuous roller casting Flow
RECORD recommended SK SC

Cored Wire for Submerged Arc
martensitic alloy similar to AISI 420,
widespread use in the recovery of
corrugated rolls to paper. Flow
RECORD recommended SK SC.

Cored wire for Submerged Arc ferritic-
martensitic alloy with good resistance to
metal-metal wastage, corrosion and
thermal fatigue. Flow SK RECORDSC
recommended.

Cored wire for submerged arc of ferritic
alloy, used in continuous rolls casting.

Self-shielded cored wire of ferritic alloy,
used inrolls casting.

Cored wire for submerged arc of ferritic-
martensitic alloy with addition N = 0.1%,
to thermal fatigue and intergranular
corrosion




CORED WIRES FOR PROTECTOR COATING

MATERIAL COMPOSIGAO DUREZA

C-3,50

Cr-16,00
SK 240-0 G160 —
DIN 8555 MF 10-GF-55-G Si-1 '50

SK 258 TiC-O
DIN 8555 MF 10-GF-60-GP

@

POSIGOES (mm)

120 — 150A

1,20 180 — 200A

— 1,60 250 — 300A
300 — 350A

180 — 200A
250 — 300A

PARAMETROS

APLICAGAO

Self-shielded cored wire that Deposits
an alloy of chromium and titanium
carbides with resistance to abrasion

and moderate impact.

Self protected Cored wire that deposits
an alloy of chromium and titanium
carbides with resistance to abrasion
andimpact.

C-0,09

SK 402-0 Mn — 6,50 200 HB

DIN 8555 MF-8-GF-200ZRKN ci:\]r.- 1a 9,5%0 400 HB encruado
i—8,

SK 600-G
DIN 8555 MSG-6-GF-60-GP

1,60
2,40

180 — 200A
250 - 300A

150 — 300A
200 —350A

Austenitic alloy type 18Cr8Ni7Mn for
welding of dissimilar metals and
cushion layer in hard coating , its
hardness is increased underimpact.

Cored wire with protective gas of
martensitic alloy resistant to friction,
moderate impact and abrasion.

C-4,00
SK 820-0 Cr-21,0
4 58 HRC
DIN 8555 MF-10-GF-60-G B-0,5 8 HR
Mn-0,2

SK 866-0
DIN 8555 MF-10-GF-60-G

C-0,08
Cr— 0,60
Ni- 2,20
Mo-0,50

SK BU-SA Body

SK BU-SA Neck

1.60
2,40

180 — 200A
250 - 300A

250 — 300A
300 — 350A

2,40 250 — 350A
2,80 300 —400A
J— 3,20 325 - 500A

250 — 300A

Self protected cored wire, rich in
carbides of Cr and B, used to resist to
wastage by abrasion and moderate
impact.

Self protected cored wire, rich in
carbides of Cr and B, used to resist to
wastage by abrasion and moderate
impact

Tubular wire for welding by submerged
arc used in recovery of bodies of
cylinders lamination. recommended
flow SKRECORDSC.

Cored wire for submerged arc welding ,
used in reconstruction of the cylinder
sleeve lamination.

c-0,1
Cr— 12,20
Ni- 25
SK 740-SA Mo-1,3 46 HRC
DIN 8555 UP-5-GF-45-C Nb - 0,20
V-0,20
Mn-1,4

SK 258 NbC-SA

DIN 8555 UP-6-GF-60-G

24 275 — 450A
32 325 - 500A
—» 4.0 400 —450A

325 — 500A

Cored Wire for submerged Arc Welding
with resistance to metal - metal wastage
, corrosion and thermal fatigue At high
temperatures. Flow RECORD
recommended SK SC.

Cored wire for welding Submerged arc
of martensite alloy,deposit free of
cracks, Good resistance to metal-metal
wastage. SK RECORDSC
recommended flow.

SK RECORD sC

Basic, neutral agglomerated flow,
recommended for welding with cored
wires for coating.

Consumable Supplies for Welding



GUIDE FOR DRYING AND STORAGE OF CONSUMABLES

ALLOY TYPE STANDARD EN ELECTROESCORIA SUBMERGED ARC

SOUDOTAPE 625 + RECORDEST 201
Alloy 800 SOUDOTAPE 625 + RECORD EST 625-1 SOUDOTAPE 625 + RECORD NFT 201
SOUDOTAPE 625 + RECORDEST 236

SOUDOTAPE 20.25.5 LCu + RECORDEST 122

Alloy 904L 1.4539 HOLDOTARE 56 55 BLEi 1 HERDRD ST 388 4 SOUDOTAPE 20.25.5 LCu + RECORD INT 101

Alloy 28 SOUDOTAPE 27.31.4LCu + RECORD EST 201

Alloy 926 14529 sl um it ial g SOUDOTAPE 625 + RECORD NFT 201

SOUDOTAPE 825 + RECORDEST 320
Alloy 20 SOUDOTAPE 625 + RECORDEST 625-1 SOUDOTAPE 625 + RECORD NFT 201
SOUDOTAPE 625 + RECORDEST 236

Alloy 825 2.4858 SOUDOTAPE 825 + RECORD EST 138

SOUDOTAPE 625 + RECORD EST 201
SOUDOTAPE 625 + RECORD EST 237
SOUDOTAPE 625 + RECORD EST 625-1
SOUDOTAPE 625 + RECORD EST 236

Alloy 625 SOUDOTAPE 625 + RECORD NFT 201

Alloy C22 2.4602 SOUDOTAPE NiCrMo22 + RECORD EST 259

Alloy C4 SOUDOTAPE NiCrMo7 + RECORD EST 201-C

SOUDOTAPE NiCrMo59 + RECORD EST 259 ¢ SOUDOTAPE
Alloy C-276 28813 NiCrMod + RECORD EST 201-C

Alloy 59 SOUDOTAPE NiCrMo58 + RECORD EST 259

Alloy B2 2.4617 SOUDOTAPE NiMo7 + RECORD EST 201-B

SOOI EIN R REcap S cal ol SOUDOTAPE NiCr3 + RECORD NFT 201

Alloy 600 SOUDOTAPE NiCr3 + RECORD EST 236

Alloy 400 2.4360 SOUDOTAPE NiCu7 + RECORD EST 400 SOUDOTAPE NiCu7 + RECORD NiCuT
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TAPES AND FLOWS TO WELDING COATING

ALLOY TYPE STANDARD EN ELECTROESCORIA SUBMERGED ARC

Alloy 200 2.4066 SOUDOTAPE NiTi + RECORD EST 200 SOUDOTAPE NiTi + RECORD NiT

Alloy 201 SOUDOTAPE NiTi + RECORD EST 200 SQUDOTAPE NiTi + RECORD NiT

. SOUDOTAPE NiCu7 + RECORD NiCuT e
Alloy CuNi 90/10 Cw3szH SOUDOTAPE CuNi30 = Record CuNi30T

SOUDOTAPE NiCu7 + RECORD NiCuT e

Allloy CuNi 70/30 CW354H SOUDOTAPE CuNi30 = Record CuNi30T

Alloy 4108 1.4000 SOUDOTAPE 430L + RECORD EST 122 SOUDOTAPE 430 /410 + RECORD RT 159

Alloy 304 SOUDOTAPE 308L + RECORD EST 308 -1 SOUDOTAPE 308L / 308L + RECORD INT 101

Alloy 308L 1.4306 SOUDOTAPE 308L + RECORD EST 308-1 SOUDOTAPE 309L / 308L + RECORD INT 101

Alloy 321 SOUDOTAPE 347 + RECORD EST 347-1 SOUDOTAPE 309L / 347 + RECORD INT 102

Alloy 347 1.4550 SOUDOTAPE 347 + RECORD EST 347-1 SOUDOTAPE 309L / 347 + RECORD INT 102

Alloy 316 SOUDOTAPE 316L + RECORD EST 316-1 SOUDOTAPE 309L / 316L + RECORD INT 101

Alloy 316L 1.4404 SOUDOTAPE 316L + RECORD EST 316 -1 SOUDOTAPE 308L / 316L + RECORD INT 101

Alloy 316Ti SOUDOTAPE 21 11LNb/ 316L + RECORD EST 130 SOUDOTAPE 24/12Lnb + RECORD 1B318T1

Alloy 316L 2,5Mo 1.4432 SOUDOTAPE 309L / 316L + RECORD INT 101 Mo

Alloy 316L 2,5Mo SOUDOTAPE 309L / 316L + RECORD INT 101 Mo

Alloy 317L 1.4438 SOUDOTAPE 316L + RECORD EST 317 -1 SOUDOTAPE 21 13 3L/ 316L + RECORD INT 101 Mo
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GUIDE FOR DRYING AND STORAGE OF CONSUMABLES

CONSUMABLE SUPPLIES STORAGE

-- All welding consumable supplies should be kept in storage greenhouses with controlled temperature and humidity, and they cannot be remved from the bags;

-- The temperature of the storage greenhouses should be kept 10 ° C above the room temperature outside the greenhouse, always higherdhan 20 ° C;

-- The relative humidity inside the storage greenhouse should be less than 50%;

Coated Electrodes

CONSUMABLE SUPPLIES REDRYING

Electrodes for Standard Coating type Redrying Temperature (°C) Time (h)
Carbon steel AWS A 5.1
Low alloy steel EN 499 Rutilic
DIN1913 Cellulosic No - -
Fine-grained steel AWSASS5
High resistance steel EN 1599
(LE > 350MPa) DIN 8529
Fluency-resistant steel AWS AS5.5 Basic Yes 300 - 350 2-10
Steel for high temperature EN 1599
DIN 8575
Rutilic Yes 120 - 200 2-10
Austenitic stainless steel it
e : EN 1600
Ferritic stainless steel DIN 8556
Basic Yes 250 - 300 2-10
AWSAS5.4 -
Duplex Stainless Steeg EN 1600 ';‘;fif Yes 250 — 300 2-10
DIN 8556
Soft M itic Stainless Steel sl o Rutili
oft aﬂen5|l|c ta_u_n ess Steel EN 1600 utl_fc Yes 300 - 350 2-10
Heat resistant-Ferritic steel Basic
DIN 8556
AWS A5.11
Nickel alloys EN 14172 All of them Wien 120 -300 450
EN 18274 required
DIN 1736
Flow to submerged-arc
Manufacturing process of flows Standard Flow type Redrying Temperature (°C) Time (h)
Fluorite / Basic Yes 350 2-10
Agglomerated EN 760
Aluminum / Rutile Yes 300 2-10
Melted EN 760 Manganese/ Silicate Yes 150 2-500

CONSUMABLE SUPPLIES MAINTENANCE

- The coated electrodes and flows for submerged arc, after being redried, must remain in maintenance greenhouses with control of temperature (80-150 * C) and

humidity control (<50%);

- The electrodes coated after returning from the field should be segregated, redried again and placed in maintenance greenhouse;

- The flows for submerged arc after returning from the field should be sifted, mixed with new flow in a ratio of 50 -50%, and brought to redry in the

greenhouse maintenance;

- Wires and rods, after returning from the field should remain in the storage greenhouse;
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USEFUL DIAGRAMS

SCHAEFFLER WRC 1992
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. WRC - 92 - Diagram
Schaeffler - Diagram {acc. to D. J. Kotecki und T. A. Siewert, Welding Journal; May 1992, page 171-s up to 178-s)
(acc. to A. L. Schaeffler, Metal Progress Nov. 1948, page 680 up to 680-B)

ALLOYS FOR WASTAGE DEPOSITION RATES

Deposition rates (kg/h)

Tow. Resistal abrasi , High 0246810 12 14 16 18 20 22 24 26 28 30 32 34 36 38 40 424446 48 50 52
esi to impac
e High < [ Resistance to impact U5 [] smaw
® g = [: saw - 1 wire
§ : [ sow- 2 wires
g | B = . . I /-
2 ( MANGANESE STEEL ){ LOW ALLOY STEEL ) TUNGSTEN CARBIDE | I »iasma - powder
© i - E
5 ; % . y [ ] plasma - wire
'S | STAINLESS STEEL ) If,_‘ FAST STEEL P ¢ MARTENSITIC STEEL | mig
A > - I < - 60 - tape
S { NICKEL ALLOY 1‘ COBALT ALLOY - ) _ saw - 90mum - fape
§ |:] saw - 120mm - tape
z 5 I <5+ - 60mm - tape
i [

esw - 120mm - ape

WELDING ENERGY DILUTION

E :n [V Dilution (%)= AfB %100
SYMBOL VARIABLE UNIT PROCESS DILUTION (%)

E WWelding energy (Joules/millimeters) Coated electrode (SMAW) 25-35
n Thermal efficiency of process Dimensional TIG (GTAW) 5-15
| Welding current (Amperes) MIG/MAG (GMAW) 15-30
A Welding tension (Volts) Tubular Wire (FCAW) 25-40
v Welding speed (Millimeters/second) Submerged Arc Wire (SAW) 50-60

Submerged Arc Tape (SAW) 15-20

Electro Escoria Tape (ESW) 8-12
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MO piper L]
Dpe s icined (8.9 457
ASME L]

LEGEND FOR WELDING CURRENT

1
ok

Direct current positive polarity

Alternate Current

= - Direct current negative polarity

Direct Current (positive or negative) Polarity
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