FONTARGEN A 2115/5 Ni M A

Copper-aluminium wire electrode for MIG-brazing | fontargen brazing

I1SO 24373: S Cu 6061 (CuAI5Ni2Mn)

Composition, typical analysis (% w/w):
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Characteristics / Applications:

Welded joints and deposit welding on aluminium bronze with 5 - 6 % Al, high-
strength brass, copper and copper-alloys, ferritic and austentic steel, steel,
aluminium-coated steel, gray cast. Suitable for welding of galvanized steel
(MIG-welding). Preheating is only necessary for big assemblies. Pulsed arc
welding is recommended for the first layer of deposit welding on ferrous

materials.

Mechanical properties of pure welding deposit
(Min. values at room temperature):

Melting range:
Tensile strength:

1060 - 1085 °C
360 - 450 N/mm?

Elongation (I=5d): 45 %

Hardness (Brinell): 160 HB

Thermal conductivity: 61 W/m « K
Electrical conductivity: 8.0 - 8.8 Sm/mm?
Specific gravity: 8.2 g/cm?

Linear expansion: 17.5 + 10°/K
Welding process: MIG

Shielding gas (DIN EN 439):

11 (Argon), M 12 (Ar + 2 % COy),
M 12 (Ar +1 % Oy)

Current mode: DC (+pole)
Availability: Diameter (mm): 0.8/1.0/1.2/1.6/2.4
Spool type: B300

S300

Drum
Welding position: according to DIN EN 287
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Allinformation concerning our products, equipment and processes is based on extensive research work and application technology experience. We provide these results orally and in
wiiting in all conscience; this not however exempting the consumer from the obligation to check our products and processes on his own responsibilty, especially ifthe application and
process has not been expressly approved by us in writing. The test cerlificates enclosed do not

‘exempt the user from carrying out correct incoming goor

with Sections 377/378 HGB (German commercial code). Numbers 10 and 11 of our General Terms of Sale and Delivery have validity for any damaging events,

s inspections in accordance



