AN ESAB' BRAND

Exaton 24.13.LSi

Exaton 24.13.LSi is suitable for joining stainless chromium-nickel steels of the ASTM 309 type, chromium steels and dissimilar metals e.g. austenitic stainless steel
to carbon or low-alloyed steel. It is used for MIG/MAG welding.

SFA/AWS A5.9 : ER309LSi
ENISO 14343-A: G 23 12 L Si

Opo6peHus CE EN 13479

OpnobpeHus Ha maTepumassl BbIAAIOTCS C MPUBSISKON K 3aBOAY U3roToBUTENO. [10APOGHYIO MHEHOPMALMIO MOXHO MOSYyHY1Te B NpeacTasuTenscreax ESAB.

Knaccudukaums cBapo4HOi NPOBOSIOKU

Twn cnnaea Austenitic (with approx. 9 % ferrite) 24 % Cr - 13 % Ni - Low C- High Si

3awumTHbIN ra3 M12, M13 (EN ISO 14175)

Typical Charpy V-Notch Properties

Condition Testing Temperature Impact Value
[Mocne cBapku 20 °C 130J

[Mocne cBapkun -20 °C 120 J

[Mocne cBapku -40 °C 1154

[Mocne cBapkun -196 °C 50J

Xum. cocTaB Ham1laBIEHHOro MmeTasnna

C Mn Si S P Ni Cr Mo Cu N

0.02 1.6 0.8 0.01 0.02 13.7 23.3 0.1 0.1 0.1

Xum. cocTaB HannaBNeHHOro meTanna

Nb Co FN deLong FN WRC-92

0.01 0.05 10 6

XumM. cocTaB NMPOBOJIOKU

(o] Mn Si S P Ni Cr Mo Cu

0.015 1.6 0.9 0.01 0.02 18.7 23.5 0.2 0.1 0.1

Xum. cocTaB NPOBOJIOKU

Nb Co FN delLong FN WRC-92

0.01 0.06 11 7

J[laHHble HannaBKun

AvameTp Tok B CKopocTb nogauu Koadd. Hannasku
NMPOBOJIOKU

0.9 mm 65-220 A 15-28 V 3.5-18.0 m/min 1.1-5.4 kg/h

J[laHHble HannaBKu

J[vameTp NpoBONOKMN 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 15-28 V 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 25-30 V 3.0-5.0 m/min
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