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Lincore® t&D
 

GEnERaL DESCRIptIOn

Lincore T&D is a self shielded, open arc, flux cored tubular electrode that produces a H12 type airhardening tool steel deposit. 
The arc characteristics are excellent producing minimal spatter and good slag removal. Although, Lincore T&D is primarily 
designed for the open  arc operation, it may be used with a neutral flux for conditions requiring spatter elimination and removal 
of arc glare.

Lincore®  T&D: rev. EN 22
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mEChanICaL pROpERtIES, typICaL, aLL WELD mEtaL

  Typical hardness values
 as welded 48 - 55 Hrc
 Tempered at 540°C 55 - 65 Hrc
 welded on Mild steel plate (12mm)

StRUCtURE

In the as welded condition the microstructure consists mainly of martensite with some carbides. after tempering the microstructure 
consists of tempered martensite with secondary carbides
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Lincore® t&D

COmpLEmEntaRy pRODUCtS

Complementary products include wearshield® T&D

aDDItIOnaL InFORmatIOn

a preheat and interpass temperature of 325°C, or higher (up to 540°C), are necessary to avoid cracking. It is important to ensure that an 
adequate “soak” is achieved prior to the welding operation. after welding, the component should be covered and slow cooled down to room 
temperature. once cooled, the weldment should be post weld heat treated to temper the martensite and toughen the deposit. Tempering at 
540°C normally produces the optimum combination of hardness and toughness.
The deposited weld metal is not machinable by conventional methods although the deposit can be shaped by grinding.
annealing at 850°C for several hours and slow cooling will reduce the hardness to approximately 30Hrc. This deposit can be readily 
machined. rehardening is achieved by heating to about 1200°C for several hours to dissolve all carbides and homogenise the steel, followed 
by air cooling and tempering.
lincore T&D cannot be cut by the oxy-fuel processes. plasma arc and air-carbon arc processes can be used to both cut and gouge the weld 
deposit. preheat temperatures similar to those for welding may be necessary to prevent cracking along the cut edge.

CaLCULatIOn Data

Diameter  
(mm)

wire Feed 
speed 

(cm/min)
Current 

(a)
arc Voltage 

(V)
Deposition rate 

(kg/h)
1.6
2.8 

3.8 to 8.9
2.5 to 5.1 

170-300 
340-500

22-26 
26-30

2.4-5.4 
4.7-9.1

appLICatIOn

  lincore T&D produces a crack-free wear resistant tool steel deposit with a hardness range of 48- 55Hrc. The hardness can be further 
increased to between 55-65Hrc after tempering. It is particularly suitable for apls involving severe metal to metal wear coupled with elevat-
ed temperatures (up to 540°C). Ideally suited to the build up of worn steel dies, cutting tools or the apl of wear resistant surfaces to carbon 
and low alloy steels.

 Typical applications include: 

 punch and forging dies 
 shear blades
 Trimmers
 Cutting tools
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