Replaces 2006

ﬁN ISO 14174 SAAR 1 78 AC H5

HOBART HA-495

Characteristics and Applications:

HOBART HA-495 is an agglomerated aluminate-rutile flux with pick up of Mn and Si. Suitable for welding
with single and multiple wire process with AC as well DC. Has excellent bead appearance, resistant against
porosity and excellent slag detachability.

- Shipbuilding
- Structural steels
- LPG cylinders

Notes on Usage:

1. The flux must be re-dried at a temperature of 300~350°C for 1~2hr holding time when it is affected by
moisture pick-up.
2. Adding proper quantity of new flux with the used one to maintain good quality of weld metal.

Typical Chemical Composition of Weld Metal (wt %)

) Weld metal classification )
Wire C Si Mn P S Mo
AWS A5.17 | EN ISO 14171-A
HOBART L12 F7AZ-EL12 S38ZARS1 0.05 0.5 1.1 <0.03 | <0.02 -
HOBART M12K F7A0-EM12K | S380AR S2Si | 0.06 0.7 1.7 | 0.035 | 0.012 -
HOBART H12K F7A2-EH12K | S46 2 AR S3Si | 0.06 0.7 1.8 0.03 0.01 -
_ Weld metal classification )
Wire C Si Mn P S Mo
AWS A5.23 | EN ISO 14171-A
HOBART 12E FOAZ-EA2-G |S50ZAR S2Mo| 0.05 0.7 15 0.03 0.012 0.43
Typical Mechanical Properties of Weld Metal
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0 J (ft-Ibf) C(°F)

HOBART L12 460(67) 540(78) 32 - - --
HOBART M12K 480(70) 550(80) 33 40(30) -20(0) AW
HOBART H12K 529(77) 589(85) 30 43(32) -30(-20) AW

HOBART 12E 617(89) 656(95) 29 - - AW

* The information contained or otherwise referenced herein is presented only as "typical” without guarantee or warranty, and = _—
Hobart Brother Company expressly disclaims any liability incurred from any reliance thereon. Typical data is obtained when YD AN
welded and tested in accordance with AWS specification. Other tests and procedures may produce different results. e ‘l |

No data is to be construed as recommendation for any welding condition or technique not controlled by Hobart Brother Comaany.v r : LL . r; ME T ) .L :



