dntockl anga gyroson ceapku ELIFLUX

Anmartbl (727)345-47-04
Anrapck (3955)60-70-56
ApxaHrenbck (8182)63-90-72
AcTpaxaHb (8512)99-46-04
BapHayn (3852)73-04-60
Benropop (4722)40-23-64
BnaroBeleHck (4162)22-76-07
BpsiHck (4832)59-03-52
BnapuBoctok (423)249-28-31
BnapukaBkas (8672)28-90-48
Bnagnumup (4922)49-43-18
Bonrorpapg (844)278-03-48
Bonorga (8172)26-41-59
BopoHex (473)204-51-73
EkaTepuHbypr (343)384-55-89

Poccus +7(495)268-04-70

TexHn4Yeckne xapakTepUCTmKm

Mo Bonpocam npogax 1 nogaepkn odbpallanTecs:

MBaHoBo (4932)77-34-06
WMxeck (3412)26-03-58
WpkyTck  (395)279-98-46
KazaHb (843)206-01-48
KanunuHrpapg, (4012)72-03-81
Kanyra (4842)92-23-67
KemepoBo (3842)65-04-62
Kvpog (8332)68-02-04
KonomHa (4966)23-41-49
Koctpoma (4942)77-07-48
KpacHopap (861)203-40-90
KpacHosipck (391)204-63-61
Kypck (4712)77-13-04
KypraH (3522)50-90-47
Iuneuk (4742)52-20-81

KasaxcraH +(727)345-47-04

Marnutoropck (3519)55-03-13
Mocksa (495)268-04-70

MypmaHck (8152)59-64-93
Hab6epexHble YenHbl (8552)20-53-41
HwxHuin Hosropop (831)429-08-12
HoBoky3HeLk (3843)20-46-81
Hosbpbek (3496)41-32-12
Hosocunbupck (383)227-86-73
Omck (3812)21-46-40

Open (4862)44-53-42

OpeHbypr (3532)37-68-04

MeHsa (8412)22-31-16
MeTposaBopck (8142)55-98-37
Mckos (8112)59-10-37

Mepmb (342)205-81-47

Benapych +(375)257-127-884

PoctoB-Ha-[JoHy (863)308-18-15
PssaHb (4912)46-61-64

Camapa (846)206-03-16
CaHkT-TNeTepbypr (812)309-46-40
Capatos (845)249-38-78
CeBacTtononsb (8692)22-31-93
CapaHck (8342)22-96-24
Cumdeponons (3652)67-13-56
CmoneHck (4812)29-41-54

Coun (862)225-72-31
CraBpononb (8652)20-65-13
CypryT (3462)77-98-35
CobikTbiBKap (8212)25-95-17
TamboB (4752)50-40-97

Teepb (4822)63-31-35

Y36ekucran +998(71)205-18-59

an.noyta: gak@nt-rt.ru || canT: https://geka.nt-rt.ru

Tonbattn (8482)63-91-07
Tomck (3822)98-41-53
Tyna (4872)33-79-87
TiomeHb (3452)66-21-18
YnbsiHoBCK (8422)24-23-59
YnaH-Ypas (3012)59-97-51
Yha (347)229-48-12
XabapoBck (4212)92-98-04
Yebokcapebl (8352)28-53-07
YensabuHck (351)202-03-61
Yepenosel| (8202)49-02-64
Yura (3022)38-34-83
AkyTck (4112)23-90-97
Apocnaenb (4852)69-52-93

Kupruaua +996(312)96-26-47


https://geka.nt-rt.ru
mailto:gak@nt-rt.ru

Submerged Arc Welding Flux

Standards

TSENISO 14174 :SAAR 177 AC
EN ISO 14174 :SAAR 177 AC
AWS A5.17 : F6AZ-EL12 / F7AZ-EM12

Mechanical Properties

AW Yield Tensile Elongation
a’. AWS A5.17 Strength  Strength = ((Lo=5do)
ire (N/mm?  (N/mm?) (%)
St F6AZ-EL 12 360 460 26
S2 F7AZ-EM 12 400 200 30

Chemical Compositon of Weld Metal - % ( Typical)

SAW Wire C Si Mn
S1 0.07 0.50 1.10
S2 0.07 0.60 1.35

Features and Applications

ELIFLUX BAR

Basicity
0.7
Impact Strength
1ISO-V(J)
0°C
47
60

e Atype of SAW rutile flux structured from agglomerated aluminate
e Applicability in single-pass joint welding and fillet welding of particularly spiral welded pipes,
LPG cylinders, general-purpose construction steels, boiler sheet, and shipbuilding steels

e L ow consumption of flux. Basicity: 0.7
e Straight and nonporous welding beads
e Formation of very easily-removed slag
e Requirement of re-drying at 250-350°C for 2 hours

Operating Data

Product Package Weight
Code (Ka)
3010800006 25

Package
Type
Kraft Bag

Approvals: S1 x ELIFLUX BAR: BV, DNV-GL, TL, ABS, LR, CE ¢ S2 x ELIFLUX BAR: BV, ABS, CE, DB

ELIFLUX BAR: CE, SEPRO



Submerged Arc Welding Flux

ELIFLUX BAS

Standards

TSENISO 14174 :SAAB 167 AC Basicity
EN ISO 14174 :SAAB 167 AC 1.60
AWS A5.17 : F7 A5-EM12 / F7A5-EM12K

Mechanical Properties

SAW Yield Tensile  Elongation Impact Strength
Wire AWS A5.17 Strength = Strength = ((Lo=do) ISO-V(J)
(N/mm9)  (\/mm?) (%) 0°C | -40°C | -45°C
S2 F7A5-EM 12 430 520 30 110 75 min.47
S2Si  F7AS-EM 12K 465 970 30 100 85 min.47

Chemical Compositon of Weld Metal - % ( Typical)

SAW Wire C Si Mn
S2 0.05 0.30 1.40
S2 Si 0.06 0.40 1.40

Features and Applications

e SAW flux type composed of agglomerated aluminate-basic

e Basicity: 1.6 (According to Boniszewski formula)

e Applicability in single and multi-pass welding of general-purpose construction steels
e Formation of easily-removed slag

e Requirement of re-drying at 300 - 350°C for 2 hours

Operating Data
Product Package Weight Package
Code (Kg) Type
3010800035 25 Kraft Bag

Approvals: CE, SEPRO



Submerged Arc Welding Flux

ELIFLUX BBR-AG

Standards

TSENISO 14174 :SAAB 167 AC H5 Basicity
EN ISO 14174 :SAAB 167 AC H5 1.1
AWS A5.17 : F6AZ-EL12 / F7TA0-EM12

F7A0-EM12K

Mechanical Properties

Yield Tensile = Elongation Impact Strength
%AW AWS A5.17 Strength = Strength  ((Lo=5d0) 1S0-V(J)
ire (N/mm?)  (N/mm?) (%) 0°C | -20°C
S1 F6AZ-EL12 370 480 30 55
S2 F7A0-EM12 410 490 32 50
$2Si F7A0-EM12K 420 510 29 50

Chemical Compositon of Weld Metal - % ( Typical)

SAW Wire C Si Mn
S1 0.06 0.30 0.90

S2 0.10 0.35 1.20
S2Si 0.07 0.40 1.30

Features and Applications

e Agglomerated aluminate-basic type welding flux.

e Especially suitable for singlepass joining and fillet welding of LPG cylinders, welded spiral pipes
(with S2 combination up to X52 pipe), general constructions, steels, boiler plates and ship
plates.

¢ The weld bead looks more like a rutile type weld bead.

e Easy removable slag.

e Before using: The welding flux should be dried 2h between 300°C - 350°C.

Operating Data

Product Package Weight Package
Code (Kg) Type
3010800026 25 Kraft Bag

Approvals: CE, SEPRO



Submerged Arc Welding Flux

ELIFLUX BFB

Standards
TSENISO 14174 :SAAB 168 AC H5 Basicity
ENISO 14174 :SAAB 1 68 AC H5 1.4
AWS A5.17 : F6A2-EL12 / F7A4-EM12 /

F7A2-EM12K / F7A4-EH12K
AWS A5.23 : FBA4-EA2-A2

Mechanical Properties

W | awsanrrs | i, | Jonsle |Ewndatin  msact Shsngt
Wire — AWSAS23  Wmm?) (N/mm?) (%) -20°C | -30°C  -40°C
S1 F6A2-EL12 380 480 28 25 47 ---
S2 F7A4-EM 12 460 925 30 70 25 20
S2 Si F7A2-EM12K 430 530 28 80 70 ---
53 Si F7A4-EH12K 460 550 27 mes --- 60
S2 Mo F8A4-EA2-A2 490 600 26 90 --- 60

Chemical Compositon of Weld Metal - % ( Typical)

SAW Wire C Si Mn Mo
S1 0.06 0.25 1.20

S2 0.07 0.35 1.50
S2 Si 0.05 0.40 1.70
S3Si 0.07 0.40 1.80
S2 Mo 0.06 0.40 1.40 0.50

Features and Applications

e Atype of submerged welding (SAW) basic flux structured from agglomerated aluminate.

e Applicability in single-and multi-pass (butt-) joint welding and fillet welding of general-purpose
construction steels, shipbuilding stell, boiler sheet, heat-resisting steels, and fine-grained steels.

¢ Low consumption of flux.

e Basicity: 1.4

e High toughness of weld metal at low temperatures.

¢ Formation of easily-removed slag.

¢ Requirement of re-drying at 300°C - 350°C for 2 hours.

Operating Data
Product Package Weight Package
Code (Kq) Type
3010800002 25 Kraft Bag

Approvals: ELIFLUX BFB: CE, SEPRO e S2Si x ELIFLUX BFB: ABS, LR, CE
S2 x ELIFLUX BFB: TL, DNV-GL, BV, ABS, LR, RS, NK; RINA, DB e S2Mo x ELIFLUX BFB: BV, ABS, CE



Submerged Arc Welding Flux

ELIFLUX PIPE

Standards

TSENISO 14174 :SAAB 1 78 AC H5 Basicity
EN ISO 14174 :SAAB 1 78AC H5 1.7
AWS A5.17 : F7A4-EM12

AWSA5.23 : F7A4-EA2-A2 / F8A4-EA4-A4

Mechanical Properties

S Strength  Strongth (Locady  ISONG
- N/mm?)  (/mm?) (%) 0°C | -20°C | -40°C
S2 F7A4-EM 12 460 550 26 --- 75 50
S2Mo  F7A4 EA2-A4 510 640 25 — 80
S3 Mo F8A4-EA4-A4 530 620 25 100 --- 50

Chemical Compositon of Weld Metal - % ( Typical)

SAW Wire C Si Mn Mo
S2 0.05 0.40 1.35

S2 Mo 0.06 0.40 1.40 0.50
S3 Mo 0.06 0.40 1.60 0.45

Features and Applications

e SAW flux type composed of agglomerated aluminate Basic.

e Basicity of the flux According to Boniszewski Formula is 1.7

e Excellent removal of slags of weld beads formed at high temperatures

e Suitability for use in both bilateral and tandem (AC/DC) welding operations.

e Sufficiently high tougness of weld metals obtained particularly by 2-pass welding operations.
e Suitability for use in welding of high-strength steels.

e Process requirement of re-drying at 300°C - 350°C for 2 hours.

Operating Data

Product Package Weight Package
Code (Kg) Type
3010800019 25 Kraft Bag

Approvals: CE, SEPRO



Submerged Arc Welding Flux

ELIFLUX BAB-S

Standards
TSENISO 14174 :SAAB 168 AC H5 Basicity
ENISO 14174 :SAAB 168 AC H5 2.1
AWS A5.17 : F7A4-EH12K/ F7A4-EM12
F7A4-EM12K
AWS A5.23 : F8A4-EA2-A3 /
F11A4-EM4(mod)-M4
Mechanical Properties
S AMSASIT  sumen semem s e
Wire AWSAS:23  (\wmmy) (mm) (%) -20°C | -30°C  -40°C
S2 F7A4-EM12 430 525 29 60
S2Si F7A4-EM12K 440 550 28 100 65
S2 Mo F8A4-EA2-A3 500 600 26 60
S3Si F7A4-EH12K 545 645 26 60
S3NiCrMo2.5 F11A4-EM4(mod)-M4 735 855 18 70 60
Chemical Compositon of Weld Metal - % ( Typical)
Saw Wire C Si Mn Mo Ni Cr
S2 0.08 0.40 1.50
S2 Si 0.07 0.45 1.60
S2 Mo 0.07 0.55 1.70 0.50
S3Si 0.07 0.60 1.70
S3 NiCrMo 2.5 0.05 0.65 1.80 0.48 2.05 0.35

Features and Applications

e SAW Flux type is composed of agglomerated Aluminate Basic.

¢ Weld beads of excellent surface appearance.

e Slag can be removed easily.

e This product has high current carrying capacity.

e (GeKa ELIFLUX BAB-S is suitable for multipass and tandem welding especialy for manufacturing
of spiral pipe.

e |t has suitable of high working speed.

e Suitable for the use of welding of high strength steels.

e Process requirement of re-drying at 300°C - 350°C for 2 hours.

Operating Data
Product Package Weight Package
Code (Kq) Type
3010800022 25 Kraft Bag

Approvals: ELIFLUX BAB-S: CE, SEPRO e S2 x ELIFLUX BAB-S: CE, ABS e S3Si x ELIFLUX BAB-S: ABS
S2Mo x ELIFLUX BAB-S: ABS e S3NiCrMo2.5 x ELIFLUX BAB-S: ABS,



Submerged Arc Welding Flux

ELIFLUX BFPP

Standards

TSENISO 14174 :SAAB 166 AC H5 Basicity
EN ISO 14174 :SAAB 166 AC H5 1.6
AWS A5.17 : F7A2-EM12/F7A2-EM12K

AWS A5.23 : FBA4-EA2-A2

Mechanical Properties

g mmey o, G fomen g
Wire AWSA5.23 (N/mm?) (N/mm?) (%) 230°C | -40°C
S2 F7A2-EM 12 430 520 29 60 ---
S2 Si F7A2 EM12K 440 915 30 65 =

S2 Mo F8A4-EA2-A2 490 595 26 -—- 60

Chemical Compositon of Weld Metal - % ( Typical)

SAW Wire C Si Mn Mo
S2 0.06 0.35 1.20
S2Si 0.07 0.40 1.25
S2 Mo 0.07 0.40 1.30 0.50

Features and Applications

e GeKa ELIFLUX BFPP, is agglomerated aluminate basic flux for submerged arc welding

e |t features high impact toughness and low hydrogen content

e |t is suitable for double wire welding and narrow gap welding of thick steel plates and spiral
welded pipes

e With suitable wires, also can be used for welding of pressure vessels

e Flux should be re-dried before use for 2 hours at 300°C - 350°C

Operating Data

Product Package Weight Package
Code (Kg) Type
6010800015 25 Kraft Bag

Approvals: SEPRO, CE



Submerged Arc Welding Flux

ELIFLUX BFPV

Standards

TSENISO 14174 :SAFB 166 AC H5 Basicity
EN ISO 14174 :SAFB166ACH5 2.8
AWS A5.17 : F7A2-EM12/F7A2-EM12K

AWS A5.23 : F8A4-EA2-A2/F8A5-EA4-A3/

F11A8-EM4(mod)-M4

Mechanical Properties

SAW AWS A5.17 Yield Tensile Elongation Impact Strength
Wire AWS A5.23 Strength  Strength = ((Lo=5d0) ISO-V(J)

(N\/mm?)  (N/mm?) (%)  -30°C/-40°C/-50°C -60°C

S2 F7A2-EM12 430 520 29 60 & --- | --- | ---

S2 Si F7A2-EM12K 440 215 30 65 | - | === | ---

S2 Mo F8A4-EA2-A2 490 595 26 -1 60| - | --

S3Si F8A5-EA4-A3 500 588 27 --- | 100 | 80 | ---
S3NiCrMo2.5 F11A8-EM4(mod.)-M4| 700 775 23 --- | 55 | 45 |min.27

Chemical Compositon of Weld Metal - % ( Typical)

Saw Wire C Si Mn Mo Cr Ni
S2 0.06 0.35 1.20

S2 Si 0.07 0.40 1.25

S2 Mo 0.07 0.40 1.30 0.50

S3 Mo 0.05 0.30 1.75 0.50
S3 NiCrMo 2.5 0.06 0.40 1.75 0.50 0.40 2.10

Features and Applications

¢ GeKa ELIFLUX BFPV, high basic, is agglomerated fluoride basic flux for submerged arc welding.
e |t features high impact toughness and low hydrogen content
e |t is suitable for double wire welding and narrow gap welding of thick steel plates,
pressure vessels
e Flux should be re-dried before use for 2 hours at 300°C - 350°C

Operating Data

Product Package Weight Package
Code (Kg) Type
6010800016 25 Kraft Bag

Approvals: SEPRO, CE



Submerged Arc Welding Flux

ELIFLUX BFF

Standards
TSENISO 14174 :SAFB 165 DC H5 Basicity
EN ISO014174 :SAFB165DCH5 3.0
AWS A5.17 : F7TA4-EM12/F7A4-EM12K/ F7A4-EH12K
AWS A5.23 : FBA4-EA2-A2/ FOA4-EF3(mod)-F3 /
F11A8-EM4(mod)-M4
Mechanical Properties
SAW AWS A5.17 Yield Tensile Elongation Impact Strength
Wire AWS A5.23 Strength  Strength = ((Lo=5d0) IS0-V(J)
(\/mm?)  (N/mm?) (%) -20°C/-30°C|-40°C -60°C
S2 F7A4-EM12 410 520 24 --- 70 60 @ ---
S2 Si F7A4-EM12K 450 540 23 --- - B65  ---
S2 Mo F8A4-EA2-A2 480 570 27 - =70 | ---
S3Si F7A4-EH12K 490 580 26 --- == 60 @ ---
S3 NiMo1 |F9A4-EF3(mod)-F3. 580 650 21 100 --- 60 ---
S3NiCrMo2.5 F11A8-EM4(mod.)-M4 740 850 20 90 --- 85 min27
Chemical Compositon of Weld Metal - % ( Typical)
Saw Wire C Si Mn Mo Ni Cr
S2 0.05 0.20 1.00
S2 Si 0.06 0.30 1.10
S2 Mo 0.07 0.25 1.15 0.45
S3Si 0.10 0.60 1.70
S3 NiMo 1 0.09 0.25 1.65 0.55 0.90
S3 NiCrMo 2.5 0.06 0.30 1.50 0.50 2.20 0.50

Features and Applications

e This is fluoride-basic agglomerated flux

e This flux is suitable for welding high strength low alloy steels

e Prefable to use with wire electrodes having higher manganese level

e Recommended for multi-pass welding, in particular when there are high toughness requirement
e Process requirement of re-drying at 300°C - 350°C for 2 hours

Operating Data

Product Package Weight Package
Code (Kg) Type
3010800012 25 Kraft Bag

Approvals: ELIFLUX BFF: CE, SEPRO e S2Si x ELIFLUX BFF: BV, ABS, CE
S3Si x ELIFLUX BFF: BV,ABS, CE ¢ S2Mo x ELIFLUX BFF: DNV-GL, BV, ABS, CE
S3NiCrMo2.5 x ELIFLUX BFF: ABS, CE



Submerged Arc Welding Flux

ELIFLUX BMS

Standards

TSENISO 14174 :SA CS/MS 1 68 AC Basicity
EN IS014174 : SA CS/MS 1 68 AC 1.0
AWS A5.17 - FGAO-EM12 / F6AZ-EL12

Mechanical Properties

SAW Yield Tensile Elongation Impact Strength
Wi AWSA5.17 Strength Strength = ((Lo=5do) 1IS0-V(J)

ire (\/mm?)  (N/mm?) (%) 0°C | -20°C
ST F6AZ-EL12 395 475 24 38
S2 F6AO-EM12 390 485 30 69

Chemical Compositon of Weld Metal - % ( Typical)

SAW Wire C Si Mn
ST 0.05 0.80 1.10
S2 0.04 0.45 1.27

Features and Applications

e Atype of SAW flux structured from agglomerated manganese silicate and calcium silicate

e Basicity of the flux according to Boniszewski formula is 1,0

e Weld beads of excellent surface appearance and with easily removed slags

e High resistance to porosity caused by oil and rust

e High capacity of current flow

e Suitability for use in 2-pass welding operations on thick materials (best choice for base
metals in thicknesses of 10-40 mm)

e Requirement of re-drying at 250-350°C for 2 hours

Operating Data

Product Package Weight Package
Code (Kg) Type
3010800009 25 Kraft Bag

Approvals: 52/ ELIFLUX BMS: BV, ABS, CE ELIFLUX BMS: CE, SEPRO



Submerged Arc Welding Flux

ELIFLUX BSS-A

Standards
Basicity

TSENISO 14174 :SAFB 265 DC 2.45
ENISO 14174 :SAFB 265DC
Mechanical Properties

Tensile Elongation Impact Strength

SAW Wire Standards Strength | ((Lo=5do) 1S0-V(J)

(N/mm?) (%) 0°C | -110°C -196°C
ELOX UP 307 ER 307
ELOX UP 308L ER 308 L 950 41 70 50 40
ELOX UP 309L ER 309 L 540 35
ELOX UP 316 L ER 316 L 570 39 60 50 40

Chemical Compositon of Weld Metal - % ( Typical)

Saw Wire C Si Mn Mo Cr Ni P S
ELOX UP 307
ELOX UP 308 L 0.03 054 157 19.20 9.30 0.018 0.009
ELOX UP 309 L 003 040 163 0.03 2420 13.10  0.017 ' 0.008
ELOX UP 316 L 003 040 1.73 213  19.00 11.20 0.025 0.008

Features and Applications

e Atype of fluoride basic flux for SAW

¢ General use in submerged welding of stainless steel materials
e \ery high corrosion resistance

e \ery good mechanical properties

e Formation of easily-removable slags

e Requirement of re-drying at 300-350°C for 2 hours

Operating Data
Product Package Weight Package
Code (Ka) Type
6010800014 25 Kraft Bag

Approvals: CE, SEPRO



Submerged Arc Welding Flux

ELIFLUX BSS-D

Standards
TSENISO 14174 :SAFB265DC Basicity
EN ISO 14174 :SAFB265DC 2.45

Mechanical Properties

Tensile Elongation

SAW Wire AWS A5.9 Strength ((Lo=5do)
(N/mm?) (%)
ELOX UP 2209 ER 2209 830 32

Chemical Compositon of Weld Metal - % ( Typical)

Saw Wire C Si Mn Mo Cr Ni
ELOX UP 2209 0.03 0.90 185 315 | 2115 8.50

Features and Applications

e A type of fluoride basic flux for SAW. General use in submerged welding of stainless
steel materials

e The corrosion resistance and mechanical properties are good

e Formation of easily-removable slags

¢ Requirement of re-drying at 250°C - 350°C for 2 hours

Operating Data

Product Package Weight Package
Code (Kq) Type
6010800007 25 Kraft Bag

Approvals: GeKa ELIFLUX BSS-D; CE, SEPRO
GeKa ELOX UP 2209 x ELIFLUX BSS-D; CE, CLASS NK



Submerged Arc Welding Flux

ELIFLUX BSS-F

Standards

TSENISO 14174 :SAFB1/SAFB277AC
EN ISO 14174 :SAFB1/SAFB277AC

SAW Wire Standards Hardness (HRC)*
(as welded)
SUBCOR 41 NiMo - MH AWS A5.22: ~ EC 410 NiMo 44

*Weld Thickness: 5 mm

Chemical Compositon of Weld Metal - % ( Typical)

Saw Wire C Si Mn Mo Cr Ni
SUBCOR 41 NiMo-MH 0.13 1.00 2.00 1.00 1250 | 2.50

Features and Applications

¢ Non-alloyed, fluoride - basic agglomerated flux
e Used in hardfacing cladding for ferritic stainless steel withSUBCOR 41 NiMo-MH.
Also suitable for joint welding
e All the properties of the wire is transferred to weld pool. Hardness will very depending on it
e Suitable for overlay welding with oscillation and single/multi-pass welding
¢ Formation of easily removable slag
¢ Re-drying at 300°C - 350°C/2h

Operating Data
Product Package Weight Package
Code (Kg) Type
3010800015 25 Kraft Bag

Approvals: CE, SEPRO



ELIFLUX 350

Standards

TSENISO 14174 :SAFB2 C Cr H5
EN ISO 14174 :SAFB 2 C CrH5

Mechanical Properties

SAW Wire Hardness (HB)
S1 300
* It is recommended to contact the manufacturer regarding the application.

Chemical Compositon of Weld Metal - % ( Typical)
SAW - Wire C Si Mn Cr Fe
S1 0.10-0.30 = 0.50-1.00 | 1.00-1.80 @ 1.60-3.00 Rest

Features and Applications

e Atype of SAW flux structured from agglomerated calcium silicate
e This submerged arc welding powder and wire specification is used for hardfacing of steels
¢ Requirement of re-drying at 250°C - 350°C for 2 hours

Operating Data
Product Package Weight Packaging
Code (Kg)
6010800012 25 Kraft Bag

Approvals: ELIFLUX 350: CE, SEPRO
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MeHsa (8412)22-31-16
MeTpo3aBoack (8142)55-98-37
Mcko. (8112)59-10-37

Mepmb (342)205-81-47

Benapycb +(375)257-127-884

PoctoB-Ha-[oHy (863)308-18-15
PsasaHb (4912)46-61-64

Cawmapa (846)206-03-16
CankT-MeTepbypr (812)309-46-40
CapartoB (845)249-38-78
CeBacTonornb (8692)22-31-93
CapaHck (8342)22-96-24
Cumdpeponornb (3652)67-13-56
CmoneHck (4812)29-41-54

Coum (862)225-72-31
CraBpononsb (8652)20-65-13
CypryT (3462)77-98-35
CobikTbiBKap (8212)25-95-17
TamboB (4752)50-40-97

Teepb (4822)63-31-35

Y36ekucran +998(71)205-18-59

an.noyta: gak@nt-rt.ru || canT: https://geka.nt-rt.ru

Tonbattn (8482)63-91-07
Tomck (3822)98-41-53
Tyna (4872)33-79-87
TiomeHb (3452)66-21-18
YnbsiHoBCK (8422)24-23-59
YnaH-Ya3 (3012)59-97-51
Ypa (347)229-48-12
XabapoBck (4212)92-98-04
Yebokcapbl (8352)28-53-07
YenabuHck (351)202-03-61
Yepenosel (8202)49-02-64
Yura (3022)38-34-83
AxyTck (4112)23-90-97
Apocnaenb (4852)69-52-93

Kuprusuma +996(312)96-26-47
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