
           

        

         
Washington Alloy C22® is a nickel chromium molybdenum alloy wire 

designed for joining Hastelloy® C22®, 625, 825 or combinations of these 

alloys, or other Ni-Cr-Mo alloys to themselves or to stainless steels. Washington 

Alloy C22® is equivalent to Hastelly® C22® and is also used extensively for overlays and cladding of lower alloy 

steels. Washington Alloy C22® weld deposits offer better overall resistance to weld metal corrosion than most other 

Ni-Cr-Mo alloys such as C276, C4 and 625. Washington Alloy C22® has outstanding resistance to pitting, crevice 

corrosion and stress-corrosion cracking. This alloy is used in chemical processing application involving ferric and 

cupric and inorganic, chlorine formic and acetic acids, acetic anhydride, sea water, and brine solutions. 
 

TYPICAL GMAW WELDING PROCEDURES; DCEP Spray Arc       

Wire Diameter    Wire Speed (ipm)   Amps            Volts      Electrical Stick-out     Argon (cfh) 

    0.030  550-750             175-250   26-32    3/8-1/2”  30-40 

    0.035  425-575             175-300   26-32               3/8-1/2”  30-40 

0.045  250-350   200-310   26-32    3/8-1/2”  35-50 

0.062  125-200   250-330   27-33   1/2"-5/8”  35-50 

TYPICAL GMAW WELDING PROCEDURES; DCEP Short Circuit                        (cfh) 

Wire Diameter    Wire Speed (ipm)   Amps           Volts      Electrical Stick-out         75Ar/25He   

    0.035  150-200             90-110   19-21               3/8-1/2”  35-45 

0.045  175-225   100-140   22-24    3/8-1/2”  40-50  

TYPICAL GTAW WELDING PROCEDURES; DCEN with EWTh-2 truncated conical tip  

Filler Wire Size   Tungsten    Amps          Volts      Gas Cup Size   Argon (cfh)   Base thickness 

  1/16”  1/16”    80-150         12         1/2”       20      1/16-1/8”  

  3/32”  3/32”    150-250      12         3/4”       25      1/8- 3/16” 

  1/8”  1/8”    200-375  12         5/8”       30      1/4-1/2”    

Procedures may vary with change in position, base metals, filler metals, equipment and other changes.  

 AWS CHEMISTRY REQUIREMENTS (%) & TYPICAL WELD METAL STRENGTHS;  
Carbon   0.015 max  Tensile Strength (psi)  115,000    

Manganese  0.50 max  Yield Strength    (psi)  77,000  

  Iron   2.0-6.0   Elongation   47% 

Phosphorus  0.02 max   

Sulphur   0.010 max   

Silicon    0.08 max   Molybdenum    12.5-14.5 

Copper   0.50 max  Cobalt    2.50 max 

Nickel + Co  Balance   Chromium   20.0-22.5  
Vanadium  0.35 max   Tungsten   2.5-3.5 

AVAILABLE SIZES:  TN C22 = Spools of 035, 045, 1/16,  

     TN C22/ = Cut lengths of 035, 045, 1/16, 3/32, 1/8, 5/32 

Other sizes available – please inquire 
SPECIFICATIONS;  ANSI/AWS A5.14 ERNiCrMo-10  

    ASME SFA5.14  ERNiCrMo-10     F-43  

EAST COAST    GULF COAST  WEST COAST                        

825 Groves St        4855 Alpine Drive #100 8885 White Oak, Ste104 

Lowell, NC 28098 Stafford, TX 77477  Rancho Cucamonga, CA 91730         DC 2020 

Tel (980) 550-2002 Tel (888) 522-8296  Tel (888) 522-8296 

Fax (704)598-6673    Fax (281)313-6332  Fax (909)291-4586  
HASTELLOY® is a registered trademark of Haynes International, Inc 
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  Quality Management System 

in accordance with 
ISO 9001 

Cert # 05-R0925  

Washington Alloy Company believes that all information and data given is correct. Use this information to assist in making your 
own evaluations or decisions and this information should not be mistaken as an expressed or implied warranty. U.S. ALLOY CO. 
assumes no liability for results or damages incurred from the use of any information contained herein, in whole or in part. 

 

 


