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Did you know that you can  

buy Arctec products direct  

from our branch locations?   

Call us today! 

MISSION STATEMENT 
We strive for continuous improvement through innovation and 

experience,  providing our customers the highest  
level of value, service, and quality products. 

CUSTOMER SERVICE 

The leadership team at Arctec Alloys Limited is committed 
 to providing customers with quality products,  

value, reliability, and prompt service.   
 

Local Technical Representatives are available to answer  
your questions and assist with product selection.  

 
 Customer Service Representatives ensure the timely 

 processing of orders.  We pride ourselves on same day  
shipping from all four of our locations. 

 

 

 

 

 Proud Members of: 

 

 

Arctec Alloys Limited is a privately owned and operated Canadian company 
established in Calgary, Alberta in 1968. Arctec supplies high quality welding 
wire, rods, electrodes, and related products.  We have a long history of  
helping our customers with their specialized welding needs. Arctec serves all 
major industries, those who make a living welding, and the home hobbyist.  
We have worked closely with the welding community growing into a        
supplier of choice while still welcoming walk in customers to each of our 
four locations.  We  are proud to  be involved with the  welding  community 
providing innovation and technology for the industry.   

OUR HISTORY 

www.arctecalloys.com 
CALGARY•EDMONTON•SURREY•WINNIPEG 
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PRODUCT NAME PRODUCT DESCRIPTION   HARDNESS 
PROCESS 
POLARITY 

661 T 
Chrome carbide tubular electrode for high abrasion and moderate impact 
at temperatures up to 540°C (1000°F.) Applied in 2 to 3 passes and has 
out of position capabilities. 

58 - 62 HRC 
SMAW 

DCEP/AC 

667 T 
Complex chrome carbide tubular electrode for severe abrasion and high 
temperature up to 760°C (1400°F).  Applied in 2 to 3 passes and has out 
of position capabilities. 

62 - 67 HRC 
SMAW   

DCEP / AC 

61 HARDCRO® 
High deposition rate electrode that produces highly wear resistant deposits 
on steel or steel alloys.  Also recommended for use as a cushion layer on 
manganese steels. 

61 - 63 HRC 
SMAW   

DCEP / AC 

63 HARDCRO® 
Chromium carbide electrode for severe abrasion and moderate impact.  
Deposits on steel or steel alloys. Also recommended for use as a cushion 
layer on manganese steels. 

58 - 63 HRC 
SMAW   

DCEP / AC 

63 HS HARDCRO® 

A heavily coated chromium carbide electrode for general hardfacing.     
Deposits of steel or steel alloys. Also recommended for use as a cushion 
layer on manganese steels. 

57 - 60 HRC 
SMAW   

DCEP / AC 

67 HARDCRO® 
Chromium, vanadium carbide composite electrode for high abrasion      
conditions with very high deposition rates .  A cushion layer is                  
recommended where more than 3 layers are required. 

Up to 67 HRC 
SMAW   

DCEP / AC 

43 ECOFACE® 

An economical coated electrode used as a hardfacing  on tool steel type 
applications with metal to metal wear and high stress.  Deposit has a   
combination of toughness, impact resistance, cutting edge retention, and 
can be age hardened.  Suitable for hard overlays on cutting tools, edges, 
dies, knives, shears, and crushing equipment.  Deposit can also withstand 
hot and cold pressure and impact  while in service.  After age hardening 
approximately 50-54 HRC. 

41–45 HRC 
SMAW   

DCEP / AC 

60 ECOFACE® 
Economical general hardfacing electrode for build-up and hard overlays 
where high hardness and impact resistance is required. Designed for all 
position use.   

58 - 60 HRC 
SMAW   

DCEP / AC 

64 ECOFACE® 
Hardfacing electrode designed for high speed steel applications.          
Combines tough, high impact resistance with cutting edge retention.  Can 
be heat treated to increase hardness range 63 - 65 HRC. 

58 - 62 HRC 
SMAW   

DCEP / AC 

660 ECOFACE® 
Economical general hardfacing electrode for buildup and hard overlays 
where intermediate hardness and impact resistance is required.  Designed 
for all position use. 

52 - 58 HRC 
SMAW   

DCEN / AC 

HARDFACING and BUILDUP ELECTRODES  
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HARDFACING and BUILDUP ELECTRODES 

RAILTEC® 
A general buildup and underlay electrode with all position capabilities that 
produces non-cracking, wear resistant, machinable deposits on carbon 
steel and performs under severe impact loads.   

26 - 35 HRC 
SMAW   

DCEP / AC 

35 RAILTEC® 

A general buildup and underlay electrode with all position capabilities that 
produces non-cracking, wear resistant, machinable deposits on carbon 
steel and performs under severe impact loads.  Completed hardfacing has 
a slightly higher hardness than Railtec® . 

35 - 42 HRC 
SMAW   

DCEP / AC 

41 Cr-Ni-Mn 

Chrome, nickel, manganese electrode for joining and buildup of            
manganese steels.  Excellent resistance to impact and compressive loads.  
The deposit work hardens up to 500 HRB. 

200 HRB 
SMAW   

DCEP / AC 

TUNGCOTE® E 

A tubular tungsten carbide electrode with approximately 63% fused      
tungsten carbide embedded in a  Ni-B-Si matrix.   Used for extreme      
abrasion, moderate impact, and has corrosion resistance properties. 

WFC >2300 HV       
MATRIX ~45 HRC 

SMAW   
DCEP / AC 

FLEXTUNG® 700 
Tungsten carbides embedded in a flexible flux coating with a nickel core 
wire.  Used for extreme abrasion conditions.  Available with fused tungsten 
carbides or, for maximum wear resistance, spherical carbides. 

WFC >2200 HV       
MATRIX 45-52 HRC 

OAW / OFW 

670 SUREGRIP 
A composite hardfacing rod consisting of  55% to 70% sintered tungsten 
carbides embedded in a high strength nickel silver matrix. 

WSC ~2950 HV       
MATRIX 40-45 HRC 

OAW / OFW 

677 TUNGSTEN NI 
Tubular tungsten carbide hardfacing rod used for high wear applications.  
Contains approximately 60% tungsten carbides with a nickel  based 
sheath. 

WFC >2200 HV       
MATRIX 55-60HRC 

OAW / OFW 

700 SURECUT 
Composite hardfacing rod with uniform triangular shaped sintered tungsten 
carbides embedded in a high strength nickel silver matrix.  Provides      
superior cutting action under severe abrasion conditions. 

WSC ~2950 HV       
MATRIX 40-45 HRC 

OAW / OFW 

PRODUCT NAME PRODUCT DESCRIPTION   HARDNESS 
PROCESS 
POLARITY 
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PRODUCT NAME PRODUCT DESCRIPTION HARDNESS 
PROCESS 
POLARITY 

FCS ECOFACE®  AP 

Seamless flux cored hardfacing wire.  Excellent performance where high 
abrasion and compressive loads are present. Seamless wire provides 
trouble free feeding, no moisture pickup, and outstanding welder      
appeal. 

57 - 62 HRC 
FCAW 
DCEP  

FCS 558 
General purpose flux cored chromium carbide hardfacing wire.          
Excellent performance where high abrasion and compressive loads are 
present.  

55 - 59 HRC 
FCAW 
DCEP  

W 1030 CP 
A low alloy, high deposition rate, self shielding flux cored wire for build 
up that can be used on most weldable steels. 29 - 33 HRC 

FCAW 
DCEP  

W 1035 CP 
A low alloy, high deposition rate, self shielding flux cored wire for build 
up that can be used on most weldable steels.  Completed hardfacing 
has a  higher hardness than W1030CP. 

38 - 43 HRC 
FCAW 
DCEP  

W 1041 CP 

Chromium, manganese, austenitic steel flux cored welding wire with 
outstanding work hardening characteristics.  Used for joining and build 
up on carbon steel and manganese base materials.  Work hardens up to 
50 HRC. 

22 - 26 HRC 
FCAW 
DCEP  

W 1060 M 
An economical general purpose chromium carbon alloy.  This flux cored 
wire is self shielding and is used for all abrasion conditions under low 
impact. 

52 - 58 
FCAW 
DCEP  

W 1063  

A high carbon, chromium, and iron flux cored wire that is self shielding 
and can be used for all abrasion conditions.  Retains good hardness at 
elevated temperatures and provides good corrosion resistance. 

58 - 62 
FCAW 
DCEP  

W 5070 (M) 
Flux cored self shielding wire with chromium niobium carbides which 
provides high abrasion wear resistance up to 550°C (1000°F) under 
low impact conditions. 

60 - 63 
FCAW 
DCEP  

TUNGCORE® FCS 
Fused tungsten carbide in a  Ni-B-Si matrix.  For hardfacing on steel, 
steel alloys, nickel alloys, and stainless steel.  Designed for severe  
abrasion and provides good resistance to heat and corrosion. 

WFC >2300 HV       
MATRIX ~47 HRC 

MCAW 
DCEP  

TUNGCORE® FCS 
MC 

Mono-crystalline tungsten carbide in a  Ni-B-Si matrix.  For hardfacing on 
steel, steel alloys, nickel alloys, and stainless steel.  Designed for severe 
abrasion and provides good resistance to heat and corrosion. 

WFC >2300 HV       
MATRIX ~47 HRC 

MCAW 
DCEP  

HARDFACING and BUILDUP WIRES  
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PRODUCT NAME PRODUCT DESCRIPTION   TENSILE YIELD 
ELON-

GATION 
PROCESS      
POLARITY 

221 RP  

For joining mild steel, this low alloy electrode has an easily 
controlled forceful arc with deep penetration and all position 
capabilities.  Excellent re-striking and produces sound, crack 
free welds. 

≥ 60ksi   
410 MPa 

≥ 48 ksi  
330 MPa 

≥ 22%  
SMAW       

DCEN / AC 

222 LOW ALLOY 
A low alloy electrode for fabrication and maintenance work.  
This all position electrode produces smooth, low spatter welds 
with easy slag removal and excellent welding characteristics. 

≥ 60ksi 
410MPa 

≥ 48 ksi 
330MPa 

≥ 17%  
SMAW 

DCEN(P)/ AC 

223 XC® 

High strength and highly crack resistant electrode for the    
repair, joining, and build up of medium carbon and cast steels.  
Outstanding welding characteristics in all positions with low 
spatter, easy slag removal, and excellent notch toughness 
properties. 

≤ 85ksi 
590MPa 

≤ 77 ksi 
535 MPa 

≤ 34%  
SMAW       

DCEP / AC 

224 SUPER 18 

Used for the repair and joining of fine grained medium and low 
alloy steels with low temperature toughness properties.  This 
low hydrogen electrode reduces underbead cracking and has 
good welding characteristics in all positions.  Conforms to AWS 
A5.1 E7018. 

≥ 70ksi 
490MPa 

≥ 58 ksi 
400MPa 

≥ 22%  
SMAW       

DCEP / AC 

226 X 

A basic coated low hydrogen electrode for joining high 
strength, low alloy, and nickel bearing steels and is suitable for 
service conditions where low temperature toughness is       
required. Conforms to AWS A5.5 E8018 C1. 

≥ 80ksi 
550MPa 

≥ 67 ksi 
460 MPa 

≥19%  
SMAW       

DCEP / AC 

207 CNMG 

A high deposition, economical electrode for joining and build 
up of austenitic manganese alloyed steel to itself and to car-
bon steel. Provides a tough, crack resistant weld deposit with 
excellent mechanical properties with 150% metal recovery.    

≥ 85ksi 
590MPa 

≥ 58 ksi 
400MPa 

≥ 30%  
SMAW       

DCEP / AC 

UNICROM® 265 S 

A superior low heat electrode for joining and build up of      
dissimilar steels where high strength, impact, and corrosion 
resistant welds are required. This versatile electrode can also 
be used as a cushion layer and for repairs on various grades of 
alloyed steels. 

≤ 120ksi 
830MPa 

≤ 85 ksi 
588MPa 

≤ 30%  
SMAW       

DCEP / AC 

293 XC 

A high tensile, all position, low hydrogen electrode with good 
weldability that produces smooth, porosity free welds without 
undercut or spatter.  Used for the joining and repair on most 
carbon steels, low alloy steels, and cast steels. 

≥ 100ksi 
690MPa 

≥ 88 ksi 
610MPa 

≥ 20%  
SMAW       
DCEP  

STEEL and STEEL ALLOY ELECTRODES  



7 

 

PRODUCT NAME PRODUCT DESCRIPTION   TENSILE YIELD 
ELON-

GATION 
PROCESS      
POLARITY 

264 HIGH ALLOY 

An easy to use and very versatile electrode for build up and 
joining dissimilar steels and most ferrous metals.  All position 
capabilities that produce a finely rippled, crack resistant, and 
fully machinable weld deposit with good heat and corrosion 
resistance. 

≥ 110 ksi 
750MPa 

≥ 85 ksi 
590MPa 

≥ 25%  
SMAW       

DCEP / AC 

275 W 

For joining carbon, low alloy, chrome nickel, manganese, and 
austenitic stainless steel to each other or dissimilar steels. 
Can be used for build up and cladding applications.  The weld 
deposit is acid and corrosion resistant, highly crack resistant, 
and easily machined. 

≥ 87ksi 
600MPa 

≥ 58 ksi 
400 MPa 

≥ 30%  
SMAW       

DCEP / AC 

277 HIGH ALLOY 

With excellent metal to metal wear and strain hardening   
properties, this highly ductile and crack resistant electrode is 
used for joining and build up applications. Suitable for manga-
nese frogs/rails and manganese to itself or carbon steel.  

≥ 85ksi 
590MPa 

≥ 58 ksi 
400 MPa 

≥ 30%  
SMAW       

DCEP / AC 

278 HIGH ALLOY 

A versatile fabrication and maintenance electrode with all   
position capabilities.  Very crack resistant.  Excellent for joining 
and repair of dissimilar steels, manganese machinery compo-
nents, cladding carbon steels, and recommended for wear 
plate installation. 

≥ 80ksi 
550MPa 

≥ 50 ksi 
350MPa 

≥30%  
SMAW       

DCEP / AC 

 
 

    

FCO 222 

All position, multipass, self shielding flux cored welding wire 
for automatic and semi-automatic welding for mild steel     
fabrication and repair.  Smooth arc action, easy slag removal, 
and low spatter. Conforms to AWS A5.20 E71T-11.                     
CWB CERTIFIED. 

≥ 70ksi      
482 MPa 

≥ 58 ksi 
400MPa 

≥ 22%  
FCAW       
DCEN 

FCS 223N 

Excellent for applications where low temperature service and a 
low nickel weld metal deposit is required.   This flux cored 
welding wire has an easily controlled arc and performs well out 
of position.  Conforms to AWS A5.29 E81T1-Ni1M-H4.        
CWB CERTIFIED. 

≥ 80ksi 
550MPa 

≥ 68 ksi 
470 MPa 

≥ 19 %  
FCAW      
DCEP  

FCO 225N 

An all position, multi pass, self shielding, flux cored welding 
wire for automatic and semi-automatic welding where low  
temperature impact toughness is required.  Smooth arc action, 
easy slag removal, and low spatter. Conforms to AWS A5.29 
E71T8-Ni1.   

≥ 70ksi      
480 MPa 

≥ 58 ksi 
400MPa 

≥ 20%  
FCAW       
DCEN 

FCS 2780 

Designed for joining equipment components of manganese, 
medium carbon steels, and steels of dissimilar composition. 
For joining bucket shells, lips, and teeth. For shaft build up 
and cladding of carbon steel with austenitic stainless steel. 
Recommended for installation and build up of pipeline ditcher 
segments and installation of Arctec® Wear Plates. 

≥ 75ksi      
520 MPa 

≥ 65 ksi 
390MPa 

≥ 25%  
FCAW       
DCEP 

ER70S-6 

A copper coated welding wire for general purpose welding.  
Can be used in short circuiting transfer mode for out of posi-
tion work and also can be used in spray transfer mode.      
Conforms to AWS A5.18 ER70S-6.  CWB CERTIFIED. 

≥ 70ksi      
480 MPa 

≥ 58 ksi 
400MPa 

≥ 22%  
GMAW      
DCEP 

STEEL and STEEL ALLOY ELECTRODES  

STEEL and STEEL ALLOY WIRES  
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PRODUCT NAME PRODUCT DESCRIPTION   TENSILE YIELD 
ELON-

GATION 
PROCESS      
POLARITY 

ARCFUSION XR71 

Seamless FCAW wire, H4 classification, all position capabilities 
and superior impact properties at lower design metal           
temperatures.  Conforms to AWS A5.36 E71T-9M-JH4 and 
A5.20 E71T-9C/M-JH4. CWB CERTIFIED TO –50OC. 

≥ 70ksi      
480 MPa 

≥ 58 ksi 
400MPa 

≥ 22%  FCAW   DCEP 

ARCFUSION XM71 

Seamless MCAW wire, H4 classification, all position capabili-
ties and superior impact properties at lower design metal   
temperatures.  Conforms to AWS A5.36 E71T15-M21-AP5-CS2
-H4 and A5.18 E70T-6M-H4. CWB CERTIFIED TO –50OC. 

≥ 70ksi      
480 MPa 

≥ 58 ksi 
400MPa 

≥ 22%  MCAW   DCEP 

ARCFUSION XR81 

Seamless FCAW wire, H4 classification and ~1% nickel       
content.  All position capabilities and superior impact         
properties at lower design metal temperatures.  Conforms to 
AWS A5.36 E81T1-M21-AP8-Ni1-H4 and A5.29 E81T1-Ni1C/M
-JH4.    CWB CERTIFIED TO –50OC. 

≥ 80ksi 
550MPa 

≥ 68 ksi 
470 MPa 

≥ 19 %  
FCAW      
DCEP  

ARCFUSION XM81 

Seamless MCAW wire, H4 classification with Ni and Mn       
content. All position capabilities and superior impact         
properties at lower design metal temperatures.  Conforms to 
AWS A5.36 E81T15-M21-AP8-Ni1-H4 and A5.28 E80C-Ni1-H4.             
CWB CERTIFIED TO –50OC. 

≥ 80ksi 
550MPa 

≥ 68 ksi 
470 MPa 

≥ 24 %  
FCAW      
DCEP  

ARCFUSION XR91 

Seamless FCAW wire, H4 classification, has all position       
capabilities and superior impact properties at lower design 
metal temperatures.  Conforms to AWS A5.36 E91T1-M21A5-
K2-H4 and A5.29 E91T1-K2M-JH4. 

≥ 90ksi 
640MPa 

≥ 80 ksi 
550 MPa 

≥ 18 %  
FCAW      
DCEP  

ARCFUSION XM91 

Seamless MCAW wire, H4 classification with Ni and Mn       
content. All position capabilities and superior impact         
properties at lower design metal temperatures.  Conforms to 
AWS A5.36 E90T15-M21-A8-K1-H4 and A5.28 E90C-K3-H4. 

≥ 90ksi 
640MPa 

≥ 80 ksi 
550 MPa 

≥ 18 %  
MCAW     
DCEP  

STEEL and STEEL ALLOY WIRES  
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PRODUCT NAME PRODUCT DESCRIPTION TENSILE HARDNESS 
PROCESS         
POLARITY 

CAST IRON 
A GTAW filler material particularly suitable for  repair of wrought 
and cast nickel components. Used for overlaying steel          
components and provides good corrosion resistance.  

≤ 55 ksi  
380 MPa 

170 HB GTAW  DCEP 

1 CAST IRON 
For economical welding on oxidized, scaly, and corroded      
castings.  Recommended for quantity applications in foundries 
and for build up on worn sections.                                                    

≤ 60ksi  
410MPa 

350 HB SMAW DCEP /AC 

2 CAST IRON 

A high strength welding electrode for cold welding on gray cast 
iron, malleable cast iron, and spheroidal graphite castings.  Can 
be used to join cast iron to steel, build up and repair on worn 
castings, heavy equipment, and malleable cast iron              
components.                                    

≤ 66 ksi  
455MPa 

190 HB SMAW DCEP / AC 

3 CAST IRON 

A high strength, high nickel electrode that is recommended for 
the repair and build up of broken and worn castings such as 
machine bases, sprockets, levers, motor housings, frames, and 
heavy components where bonding quality and machinability is 
required.                         

≤ 64ksi   
440 MPa 

160 HB SMAW DCEN / AC 

4 CAST IRON 

General purpose bare rod used for the repair of castings and for 
filling surface defects, restoration of missing/worn sections, 
and where color match is required.   Use with Arctec® Cast Iron 
Flux. 

≤ 20 ksi   
275 MPa 

200 HB 
GTAW  

OFW / OAW 

125 CAST IRON 
This nickel-iron product has high strength properties and is 
used for the build up and repair of cast iron, nodular iron, and 
joining these alloys to steel and non-ferrous alloys.                      

≤ 65 ksi  
450MPa 

200 HB SMAW DCEP / AC 

139 CAST IRON 

A high nickel electrode that is recommended for the repair and 
build up of broken and worn castings such as machine bases, 
sprockets, levers, motor housings, frames, and heavy compo-
nents where bonding quality and machinability are required.                                           

≤ 50 ksi  
345 MPa 

170 HB SMAW DCEN / AC 

SUPERCAST® 90 

A specialized bi-metal core provides superior welding character-
istics.  Developed for depositing sound, porosity and crack free 
welds on gray, malleable, and nodular cast iron.    Recommend-
ed for housings, sprockets, bases, levers, and  heavy equip-
ment.                                    

≤ 58 ksi  
400 MPa 

180 HB SMAW DCEP / AC 

SUPERCAST® 8000 

A high quality and versatile electrode with a smooth arc and 
unique core for welding cast iron, alloyed cast iron, and can be 
used for cast iron to steel.  Used for build up, repair, and      
cladding applications on gear teeth, sprockets, pump housings, 
machine bases, and engine blocks.               

≤ 60ksi  
410MPa 

180 HB 
SMAW DCEP/N / 

AC 

FCS 2300 
A composite FCAW  wire for cast iron repair and joining various 
types of cast iron and cast iron to steel and alloys. 98% Argon 
2% CO2 Shielding gas and is machinable.                                                                                                                                                              

≤ 70 ksi  
480 MPa 

190 HB FCAW   DCEP 

CAST IRON 

arctecalloys.com 
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PRODUCT NAME PRODUCT DESCRIPTION   TENSILE 
PROCESS      
POLARITY 

E308L-17 
Conforms to AWS A5.4 E308L-17.  This electrode is generally used for welding 
stainless steel base metals with similar composition (19.5% Cr and 10% Ni), 
such as 304 and a has maximum carbon content of 0.04%. 

≥ 75ksi   520 
MPa 

SMAW   
DCEP / AC 

E309L-17 
Conforms to AWS A5.4 E309L-17.  This electrode is generally used for  welding 
different grades to each other.  Such as 304 to mild/low alloy steel. Contains 
~23.5% Cr, ~13% Ni and a maximum carbon content of 0.04%. 

≥ 75ksi   520 
MPa 

SMAW   
DCEP / AC 

E316L-17 
Conforms to AWS A5.4 E316L-17.  Used for welding 316 and similar grades of 
stainless steel with Mo content.  Contains ~18.5% Cr, ~12.5% Ni, ~2.5% Mo and 
a maximum carbon content of 0.04%. 

≥ 75ksi   520 
MPa 

SMAW   
DCEP / AC 

E317L-17 

Conforms to AWS A5.4 E317L-17.  Used for welding similar grades of stainless 
steel and results in a higher alloy content than 316 and where a higher corrosion 
is beneficial.  Contains ~19.5% Cr, ~13% Ni, ~3.5% Mo and a maximum carbon 
content of 0.04%. 

≥ 75ksi   520 
MPa 

SMAW   
DCEP / AC 

DHO E316L-16 

Conforms to AWS A5.4 E316L-16.  Designed for welding in vertical down. Used 
for welding 316 and similar grades of stainless steel with Mo content.  Contains 
~18.5% Cr, ~12.5% Ni, ~2.5% Mo and a maximum carbon content of 0.04%. 

≥ 75ksi   520 
MPa 

SMAW   
DCEP / AC 

ER308L 

Conforms to AWS A5.9 ER308L.  This GMAW wire or GTAW rod is generally used 
for welding stainless steel base metals with similar composition (~20.75% Cr 
and ~10% Ni), such as 304 and a has maximum carbon content of 0.03%. 

≥ 75ksi   520 
MPa 

GTAW - DCEN 
GMAW - DCEP 

ER309L 

Conforms to AWS A5.9 ER309L.  This GMAW wire or GTAW rod is generally used 
for welding similar or different grades to each other.  Also can be used to weld 
304 to mild/low alloy steel. Contains ~24% Cr, ~13% Ni and a maximum carbon 
content of 0.03%. 

≥ 75ksi   520 
MPa 

GTAW - DCEN 
GMAW - DCEP 

ER316L 
Conforms to AWS A5.9 ER316L.  Used for welding 316 and similar grades of 
stainless steel with Mo content.  Contains ~19% Cr, ~12.5% Ni, ~2.5% Mo and a 
maximum carbon content of 0.03%. 

≥ 70ksi   485 
MPa 

GTAW - DCEN 
GMAW - DCEP 

ER317L 

Conforms to AWS A5.9 ER317L.  Used for welding similar grades of stainless 
steel and results in a higher alloy content than 316 and where a higher corrosion 
is beneficial.  Contains ~19.5% Cr, ~14% Ni, ~3.5% Mo and a maximum carbon 
content of 0.03%. 

≥ 75ksi   520 
MPa  

GTAW - DCEN 
GMAW - DCEP 

308L FLUX CORED 

Conforms to AWS A5.22 E308L-T1-1/T1-4.  This FCAW wire is generally used for 
welding stainless steel base metals with similar composition (~19.5% Cr and 
~10% Ni), such as 304 and a has maximum carbon content of 0.04%.           
CWB CERTIFIED. 

≥ 75ksi   520 
MPa 

FCAW   DCEP 

309L FLUX CORED 

Conforms to AWS A5.22 E309L-T1-1/T1-4.  This FCAW wire is generally used for 
welding similar or different grades to each other.  Such as 304 to mild / low alloy 
steel. Contains ~23.5% Cr, ~13% Ni and a maximum carbon content of 0.04%.  
CWB CERTIFIED. 

≥ 75ksi   520 
MPa 

FCAW   DCEP 

316L FLUX CORED 

Conforms to AWS A5.22 E316L-T1-1/T1-4.  This FCAW wire is used for welding 
316 and similar grades of stainless steel with Mo content.  Contains ~19% Cr, 
~12.5% Ni, ~2.5% Mo and a maximum carbon content of 0.03%.                    
CWB CERTIFIED. 

≥ 70ksi   485 
MPa 

FCAW   DCEP 

STAINLESS STEEL  
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PRODUCT NAME PRODUCT DESCRIPTION   TENSILE PROCESS        

SF 110  

SF 110 is a high grade soft solder containing silver and tin. It does not contain 
any lead, zinc, or cadmium. Excellent for a variety of non ferrous metals except for 
aluminum and magnesium alloys. Use with an oxyacetylene, butane, or propane 
torch and Arctec®  #3 Soft Solder Flux.  

~10-28 ksi 
70-190 Mpa 

TS 

1004 FC / BARE 

A premium quality flux coated silver brazing rod and CADMIUM FREE.  Both forms 
are low melting and have free flowing characteristics. The rods have good        
electrical conductivity and very good color match on stainless steel. Also available 
in bare wire form and used with Arctec®  #96 or #98 Flux. 

 TB 

1005 FC / BARE 

A premium quality flux coated high silver brazing rod and CADMIUM FREE.  Both 
forms are low melting and have free flowing characteristics. The rods have good 
electrical conductivity and very good color match on stainless steel. Also available 
in bare wire and foil form and used with Arctec®  #96 or #98 Flux. 

 TB 

1018 FC 
A high strength, thin flowing, flux coated, nickel braze welding alloy (called nickel 
silver). Produces high strength joints on practically all ferrous and non-ferrous 
metals except the white metals.  

≤ 69 ksi      
475 MPa 

TB 

1050 FC BUILD UP 

A nickel bearing, low fuming, flux coated alloy. Produces deposits with high      
ductility, corrosion resistance, and resistance to frictional wear. Excellent         
machinability and good work hardening properties.  Used for overlays and build 
up on surfaces subject to frictional wear and ferrous/non-ferrous metal            
components. 

 TB 

1080 FC 

A low fuming, flux coated brazing alloy with good wetting action. Superior         
mechanical properties and meets all specifications for strength, ductility, and 
soundness in brazing applications. For overlays and joining of steel, cast iron, 
copper, nickel alloys, and other nonferrous metal except aluminum and          
magnesium.  

 TB 

TRIALLOY 1-2-1 

This alloy has a copper middle section between two (2) layers of silver and is   
designed for brazing tungsten carbide. An artificially thickened joint will            
accommodate stresses developed during cooling from the brazing temperature 
and stresses developed as a result of impact or high temperatures developed in 
service.  

 TB 

2550 BARE 

A CADMIUM FREE bare silver brazing alloy with good electrical conductivity and 
excellent color match on stainless steel. Excellent for a variety of non-ferrous  
metals except for aluminum and magnesium alloys. Use with Arctec® #96 or #98 
Flux. 

 TB 

SILVER SOLDER and BRAZING  
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PRODUCT NAME PRODUCT DESCRIPTION   HARDNESS 
PROCESS        
POLARITY 

1 COBALT ALLOY 

A cobalt-base alloy containing chromium and tungsten.  The deposit has high   
resistance to abrasion, heat, and corrosion with excellent metal to metal wear 
resistance. Elevated temperature hardness is an outstanding property of cobalt-
base alloys.    Conforms to AWS A5.13 ECoCr-C, A5.21 ERCoCr-C. 

43 - 58 HRC 
GTAW - DCEN  
SMAW - DCEP 

OAW 

6 COBALT ALLOY 

A cobalt-base alloy containing chromium and tungsten. This alloy is the softer of 
the cobalt alloys and therefore provides a tough hardfacing material that is      
resistant to heat, corrosion, and oxidation. Conforms to AWS A5.13 ECoCr-A, 
A5.21 ERCoCr-A. 

23 - 47 HRC 
GTAW - DCEN  
SMAW - DCEP 

OAW 

12 COBALT ALLOY 

A cobalt-base alloy containing chromium and tungsten. Deposits are of             
intermediate hardness compared to the 1 and 6 Cobalt alloy and have good   
abrasion  resistance  under  corrosive  conditions. Conforms to AWS A5.13    
ECoCr-B, A5.21 ERCoCr-B. 

34 - 47 HRC 
GTAW - DCEN  
SMAW - DCEP 

OAW 

FCS 6 COBALT  
A flux cored welding wire containing cobalt, chromium, and tungsten. The deposit 
is a tough, hardfacing material that is resistant to heat, corrosion, and oxidation.  
Conforms to AWS A5.21 ERCCoCr-A.   

23 - 47 HRC FCAW - DCEP  

COBALT ALLOYS 
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PRODUCT NAME PRODUCT DESCRIPTION   TENSILE HARDNESS 
PROCESS      
POLARITY 

600 COPPER 

A pure copper alloy for build-up and joining of commercial deoxidized 
copper. This electrode enables oxygen-free types of pure copper to 
be welded with good, porosity free results. The weld metal contains 
more than 98% copper. 

10 - 28 ksi       
70-190 MPa 

60 - 70     
HB 

SMAW  DCEP 

603 PHB BRONZE 

A versatile phosphor bronze alloy developed for joining and cladding. 
This electrode has a smooth arc and produces a dense, porosity free 
deposit in all positions with low spatter and easily removable slag. 
Excellent color match to bronze.  

~ 60  ksi         
410 MPa 

100 - 120 
HB 

SMAW  DCEP 

604 C BRONZE 

A phosphor bronze alloy specially developed for joining and cladding 
operations using alternating current. For use on phosphor bronze, tin 
bronze, brass, brass or bronze friction wear strips on booms, cast 
iron, and galvanized steels . 

40 - 50 ksi     
275 - 345 

MPa 

80 - 120   
HB 

SMAW    AC 

606 BRONZE 

A wear resistant, machinable aluminum bronze electrode containing 
manganese and nickel. The weld deposit has work hardening       
capabilities and a low coefficient of friction that makes it suitable for 
bearing surfaces. 

95 - 100 ksi       
655 - 670 

MPa 
~ 200 HB SMAW  DCEP 

PCO 105  

A very fluid, economical, silver bearing phosphor copper brazing    
alloy. It is used primarily for those applications where close joint fit 
cannot be maintained.  Primary uses are for refrigeration piping,  
instrumentation, and electrical applications. AWS A5.8 BCuP-3. 

~ 40  ksi         
275 MPa 

 TB 

PCO 115 

A very fluid, economical, silver bearing phosphor copper brazing   
alloy. Similar to PCO 105, but has a lower melting temperature and a 
higher silver content. Primary uses are for refrigeration piping,      
instrumentation, and electrical applications. AWS A5.8 BCuP-5. 

~ 50  ksi         
345 MPa 

 TB 

610 AL-BRONZE 

An all position aluminum bronze welding wire for use with the GMAW 
welding process. Used for overlays on shafts, propellers, housings, 
bushings, valve seats, pumps, and other surfaces requiring a bronze 
wear surface. AWS A5.7 ERCuAl-A1. 

≥ 55 ksi         
380 MPa       

80 - 110    
HB 

GMAW     
DCEP 

618 AL-BRONZE 

An all position aluminum bronze welding wire/rod used to weld base 
metals of steels and cast iron to copper, brass, and bronze. Ideally 
suited for overlays on shafts, propellers, housings, bushings, valve 
seats, pumps, and surfaces requiring a bronze wear surface. AWS 
A5.7 ERCuAl-A2. 

≥ 60 ksi         
415 MPa       

130 - 150    
HB 

GMAW     
DCEP 

656 Si-BRONZE 

An all position silicon bronze welding wire for use with the GMAW 
welding process. Primarily used to weld base metals of steels and 
cast iron to copper, brass, and bronze. May also be used to weld on 
galvanized steels. AWS A5.7 ERCuSi-A.  GTAW rod also available. 

≥ 50 ksi         
345 MPa       

80 - 100   
HB 

GMAW     
DCEP 

DEOX COPPER 

A 98% copper welding wire for use with the GMAW welding           
processes. Primarily used for fabrication and repair welding of      
deoxidized copper, copper castings, and build up on conductor rolls 
and copper connectors. AWS A5.7 ERCu. GTAW rod also available. 

≥ 50 ksi         
345 MPa       

80 - 100   
HB 

GMAW     
DCEP 

BRONZE and COPPER  
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PRODUCT NAME PRODUCT DESCRIPTION   TENSILE 
PROCESS      
POLARITY 

440S 

A coated electrode for arc welding of aluminum and aluminum alloys. This electrode 
produces strong, dense, and porosity free welds. Can also be used with an OAW/
OFW torch.  A very stable arc operates at low amperage with a minimum of spatter 
and fuming.  

≤ 34 ksi      
235 MPa 

SMAW          
DCEP 

ER4043 
AWS A5.10 ER4043 grade aluminum GMAW wire and GTAW rods.  Shielding gas 
required. 

 
GMAW     
GTAW 

ER5356 
AWS A5.10 ER5356 grade aluminum GMAW wire and GTAW rods.  Shielding gas 
required. 

 
GMAW     
GTAW 

ER5554 
AWS A5.10 ER5554 grade aluminum GMAW wire and GTAW rods.  Shielding gas 
required. 

 
GMAW     
GTAW 

402 ALUMINUM  
A thin flowing, low melting aluminum brazing alloy for use on all weldable grades of 
aluminum. Has good capillary action with thin flowing, smooth deposits that have 
good color match with the base metal.   Use with Arctec®  #71 Flux.  

≤ 34 ksi    
235 MPa 

OAW / OFW 
TB 

AS 406 ALUMINUM 

A bare brazing alloy designed for brazing of zinc base material such as zinc die  
castings, white metal, and pot metal.  This alloy produces strong, dense, and      
porosity free welds. May also be used for brazing aluminum alloys. Use with Arctec® 
#73 Flux. Can be applied using T.I.G. (GTAW) equipment. 

≤ 47 ksi    
325 MPa 

OAW / OFW 
TB 

435 FC ALUMINUM 

An aluminum torch rod for use with brazing all weldable grades of aluminum. This 
alloy contains a flux core which allows for easy application and very economical 
use.  The melting range of the flux is controlled which yields dense, porosity free 
welds. 

≤ 34 ksi    
235 MPa 

OAW / OFW 
TB 

430 MAGNESIUM 

A magnesium alloy for use on all brazeable grades of magnesium. Used for joining 
extruded shapes, sheets, and magnesium castings. The properties of the deposit 
are equal to that of the base metal in color and strength. Use with Arctec®  #75 
Flux.  Can also be used as GTAW rod. 

≤ 35 ksi    
240MPa 

OAW / OFW       
GTAW 

PRODUCT NAME PRODUCT DESCRIPTION   PRODUCT NAME PRODUCT DESCRIPTION   
PROCESS       
POLARITY 

PROCESS         
POLARITY 

ALLOY A AWS A5.11 ENiCrFe-2 ALLOY 52 AWS A5.14 ERNiCrFe-7 SMAW    DCEP GMAW - DCEP   

ALLOY 112 AWS A5.11 ENiCrMo-1 ALLOY 60 AWS A5.14 ERNiCu-7 SMAW    DCEP GMAW - DCEP   

ALLOY 117 AWS A5.11 ENiCrCoMo-1 ALLOY 82 AWS A5.14 ERNiCr-3 SMAW    DCEP GMAW - DCEP   

ALLOY 182 AWS A5.11 ENiCrFe-3 ALLOY 92 AWS A5.14 ERNiCrFe-6 SMAW    DCEP GMAW - DCEP   

ALLOY 190 AWS A5.11 ENiCu-7 SMAW    DCEP ALLOY 617 AWS A5.14 ERNiCrCoMo-1 GMAW - DCEP   

   ALLOY 625 AWS A5.14 ERNiCrMo-3 GMAW - DCEP   

NICKEL ALLOYS 

ALUMINUM and MAGNESIUM  
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PRODUCT NAME PRODUCT DESCRIPTION   
PROCESS      
POLARITY 

88 GOUGING 

A grooving, chamfering, cutting, and gouging electrode used without compressed air or   
oxygen. It is a very fast and efficient metal working tool and can be used on all ferrous and 
nonferrous metals including: manganese steel, cast iron, stainless steel, and aluminum. 
The electrode performs well on both DC and AC current and can be used in all positions.  

SMAW       
DCEN / AC 

COPPER COATED     
GOUGING CARBONS 

Premium copper coated gouging carbon electrodes are designed for use in the air arc     
cutting process with the use of a DC power source. Permits rapid removal and cutting of 
various metals, such as carbon, low alloy and stainless steel, cast iron, copper, and nickel 
alloys.  Also suitable for welding joint preparation.  Available in round, flat, and jointed form.  

CAC  DCEN 

CUTTING and GOUGING  

WEAR PLATES and T IPS  
PRODUCT NAME PRODUCT DESCRIPTION   HARDNESS 

ECOFACE® WEAR PLATE 
Used as protection against wear on loader buckets, scrapers, crusher chutes, drag lines, 
excavators, paving machines, asphalt plants, conveyer troughs, backhoe buckets, and many 
other applications subject to abrasive wear.   

60 - 65 HRC 

HARDCRO® WEAR PLATE 

Manufactured from a high quality chrome alloy that exhibits excellent wear resistant       
qualities. Suitable for use on log loader grapples, plow shoes, loader buckets, loader forks, 
and other wear surfaces subject to severe abrasion and moderate impact.  

60 - 63 HRC 

REPLACEMENT TIPS 

A high quality chrome alloy that exhibits excellent wear resistant qualities and is designed 
for use on debarker feed rolls and log turner rolls. A variety of Arctec®  products are suitable 
for welding these tips to the rolls. In order to minimize heat input, use small diameter           
electrodes.  

 

LOG SAVER TIPS 

A high quality chrome alloy that exhibits excellent wear resistant qualities and is designed 
for use on tree processor feed rolls, debarker feed rolls, and log turner rolls. The design of 
these tips prevents severe piercing or penetration of the log as it is moves through the rolls.   
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PRODUCT NAME PRODUCT DESCRIPTION   HARDNESS 

ECOFACE® P 199 

Economical, high quality, chromium boron, tough nickel base alloy. Excellent weldability, 
frictional wear, and corrosion resistance.  Has high abrasion and heat resistance.  Produces 
smooth, hard surfaces on cast iron, steel, stainless, and nickel alloys.  For use on augers, 
dies, cams, gauges, molds, nozzles, plungers, valves, pistons, drill collars, chutes, conveyor 
chains, and mandrels. 

~58 RC 

ECOFACE® P 222 

Economical, high quality coarse tungsten carbides in tough nickel base matrix which sup-
plies a wear resistant and abrading surface on steels, nickel alloys, and cast iron.  For use 
on grapple arms, conveyors, grippers, cultivator blades, debarker knives, mixer blades, hog 
hammers, and ladders. 

~60 RC 

ECOFACE® P 333 

Economical, high quality tough nickel base alloy. Fully machinable for overlays, cladding, 
and build up on steels, nickel alloys, and cast iron. Can be used as build up base for hard 
overlays.  For use on bushings, seal fits, shafting, journals, cams, collars, conveyors, gears, 
casings, impellers, patterns, sprockets, sheaves, screws, valves, and mandrels. 

~20 RC 

ECOFACE® P 444 

Economical, high quality nickel based alloy.  Fully machinable with exceptional build up   
capabilities on shoulders, keyways, and edges on shafting, bosses, and flat stock.  Used on 
steels, nickel alloys, and cast iron.  For use on gear teeth, keyways, cams, sprockets,     
flanges, cutting tools, arbours, molds, pulleys, bearing seats, patterns, and shafting. 

~ 42 RC 

ECOFACE® P 668 

Economical, high quality tungsten carbide in a tough nickel base matrix. For wear resistant 
coatings on steels, nickel alloys, and cast iron. For use on augers, cultivators, shovels,  cam-
shafts, chains, debarker knives, hog hammers, guides, nozzles, patterns, plungers, valves, 
drill collars, cutter bits, and pug mill augers. 

~ 64 RC 

ECOFACE® P 2220 

Economical, high quality tungsten carbide in tough nickel base matrix, which supplies a 
wear resistant and abrading surface on steels, nickel alloys, and cast iron.  Has the ability to 
be brought to sharp edge.  Used on debarker knives, hog hammers, chipper knives,         
conveyors, cultivator blades, mixer blades, and ladders. 

~ 64 RC 

THERMAL SPRAY POWDERS  
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TECHNICAL INFORMATION  
DECIMAL and MILLIMETER EQUIVALENTS 

INCH 
FRACTION 

INCH 
DECIMAL 

MM   
INCH 

 FRACTION 
INCH 

DECIMAL 
MM   

INCH 
FRACTION 

INCH 
DECIMAL 

MM 

1/64 .0156 .397   23/64 .3594 9.128   43/64 .6719 17.065 
1/32 .0312 .794   3/8 .3750 9.525   11.16 .6875 17.462 
3/64 .0468 1.191   25/64 .3906 9.922   45/64 .7031 17.859 
1/16 .0625 1.587   13/32 .4062 10.319   23/32 .7187 18.256 
5/64 .0781 1.984   27/64 .4219 10.716   47/64 .7344 18.653 
3/32 .0937 2.381   7/16 .4375 11.113   3/4 .7500 19.050 
7/64 .1094 2.778   29/64 .4531 11.509   49/64 .7656 19.447 
1/8 .1250 3.175   15/32 .4687 11.906   25/32 .7812 19.844 

9/64 .1406 3.572   31/64 .4844 12.303   51/64 .7969 20.240 
5/32 .1562 3.969   1/2 .5000 12.700   13/16 .8125 20.637 

11/64 .1719 4.366   33/64 .5156 13.097   53/64 .8281 21.034 
3/16 .1875 4.762   17/32 .5312 13.494   27/32 .8437 21.431 

13/64 .2031 5.159   35/64 .5469 13.890   55/64 .8594 21.828 
7/32 .2187 5.556   9/16 .5625 14.287   7/8 .8750 22.225 

15/64 .2344 5.953   37/64 .5781 14.684   57/64 .8906 22.622 
1/4 .2500 6.350   19/32 .5937 15.081   29/32 .9062 23.019 

17/64 .2656 6.747   39/64 .6094 15.478   59/64 .9219 23.415 
9/32 .2812 7.144   5/8 .6250 15.875   15/16 .9375 23.812 

19/64 .2969 7.541   41/64 .6406 16.272   61/64 .9531 24.209 
5/16 .3125 7.937   21/32 .6562 16.669   31/32 .9687 24.604 

21/64 .3281 8.334         63/64  .9843  25.003 
11/32 .3437 8.731         1  1.000  25.400 

QUICK REFERENCE FORMULAS 

  
1) 

  
(__oF-32) x 0.555 = __oC 

    
7) 

  
0.621 x __ km = __ miles 

2) (__oC x 1.8) + 32 = __oF   8) 1.609 x __ miles = __ km 
3) 25.40 x __ inch = __ mm   9) 1.356 x __ ft-lbs = __ Joule 
4) 304.8 x __ feet = __ mm   10) 0.7376 x __ Joule = __ ft-lbs 
5) 0.0393 x __ mm = __ inch   11) 0.006895 x __ PSI = __ MPa 
6) 0.4536 x __ lbs = __ kg   12) 2.2046 x __ kg = __ lbs 

          

HARDNESS CONVERSION GUIDE 

BRINELL ROCKWELL VICKERS BRINELL ROCKWELL VICKERS BRINELL ROCKWELL VICKERS 
  RC RB     RC RB     RC RB   

  68   940 370 40   392 183 12 90 192 
757 66   860 350 38 110 370 174 9 88 182 
722 64   800 341 36 109 350 166 7 86 175 
686 62   745 321 34 108 327 159 4 84 167 

660 60   700 302 32 107 305 153 2 82 162 
615 58   655 285 30 105 287 148   80 156 
559 55   595 277 28 104 279 140   78 148 

500 52   545 262 26 103 263 135   76 142 
475 50   510 248 24 102 248 131   74 137 
452 48   485 228 22 98 240 126   72 132 

431 46   459 210 20 96 222 121   70 121 
410 44   435 202 17 94 213 112   66 114 
390 42   412 192 14 92 202         
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THE SELLER MAKES NO WARRANTIES OR REPRESENTATIONS WHATSOEVER AS TO THE SUITABILITY, CONDITION, CAPACITY, STRENGTH OR FITNESS FOR ANY 
PARTICULAR PURPOSE OF THE PRODUCTS AND MATERIALS PURCHASED HEREUNDER AND THE SELLER SHALL NOT BE LIABLE FOR ANY LOSS OR DAMAGE, 
DIRECTLY OR    INDIRECTLY, ARISING FROM THE USE OF SUCH PRODUCTS OR MATERIALS OR FOR CONSEQUENTIAL DAMAGES, AND NO WAIVER, ALTERATION 
OR MODIFICATION OF THE FOREGOING SHALL BE VALID UNLESS MADE IN WRITING AND SIGNED BY AN EXECUTIVE OFFICER OF THE SELLER. 

 
ARCTEC ALLOYS LIMITED, 2018    PRINTED IN CANADA 

ARCTEC HAS THE MOST COMPLETE SPECIALTY WELDING CONSUMABLE LINE UP AVAILABLE IN THE MARKET. WHETHER IT’S 
GENERAL MAINTENANCE, REPAIR, CONSTRUCTION, FABRICATION, OR PROTECTING YOUR NEW EQUIPMENT, ARCTEC HAS THE 

CONSUMABLES AND INDUSTRY EXPERIENCE TO  ASSIST WITH YOUR PROJECTS.   

 

RELIABLE, TIME TESTED PRODUCTS FOR YOUR INDUSTRY! 

 

RAILWAY 

 

 

 

 

 

 

 

 

 

 

HARDCRO® 

SUPERCAST® 

223 XC® 

UNICROM® 

TUNGCOTE® TUNGCORE®

FLEXTUNG® 

ECOFACE® 

RAILTEC® 

661 T 

ARMORCLAD® 

ARCFUSION 

MAINTENANCE 
& REPAIR 

AGRICULTURE 

FABRICATION 

OILSANDS HYDRO POWER 

CONSTRUCTION 

SHIP  
BUILDING 

FORESTRY 

PETRO 
CHEMICAL 

 OIL & GAS MINING 



CALGARY - HEAD OFFICE
4304 - 10 Street NE
PH (403) 250-9355
TF (866) 272-8321

EDMONTON
18031 - 109 Avenue NW

PH (780) 484-3304
TF (866) 272-8323

SURREY
13408 - 76 Avenue
PH (604) 596-6207
TF (866) 272-8322

WINNIPEG
Unit 10, 1599 Dugald Road

PH (204) 663-9182
TF (866) 272-8329

www.arctecalloys.com
info@arctecalloys.com




