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OK Autrod NiCrMo-3</br>(ctapoe HazBaHue OK Autrod 19.82)
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Ni-based CrMoNb electrode for welding of Ni-alloys of the same or similar type as e.g. Inconel 625, for welding of 5% and 9% Ni steel. The electrode is very
suitable for welding of 254 SMO, i.e. UNS S31254 steel.

Knaccudukauum SFA/AWS A5.11 : ENICrMo-3

EN ISO 14172 : E Ni 6625 (NiCr22Mo9Nb)
Opo6peHus CE EN 13479

DNV-GL -H5

NAKS/HAKC 2.5-4.0 mm
VdTUV 12414

OpobpeHus Ha maTepuasisl BblAAKTCS C MPUBSI3KON K 3aBOAY U3rotoBuTesto. [10apo6HYH0 NHGOPMAaLMIO MOXHO rOy4nTs B rpeacTasutenscteax ESAB.

CBapoUHbIii TOK DC+
CopepxxaHue cheppuTtHoi asbl FN O

Twn cnnaBa Ni-based CrMoNb
Twvn nokpbITUA Basic

MexaHu4eckue CBOMNCTBa NpU pacTsXKeHUn

CocrTosiHue Mpepen TekyyecTn Mpepen npo4HoCTH NpU YanuHeHue
pacTsxeHun

1ISO

[Mocne cBapkun 500 MPa 780 MPa 35 %

Typical Charpy V-Notch Properties

Condition Testing Temperature Impact Value
ISO

[Mocne cBapkun 20 °C 70J

[Mocne cBapkun -196 °C 50J

Xum. cocTaB HannaBNEHHOro MeTanna

C Mn Si Ni Cr Mo Nb Fe
0.03 0.2 0.4 62.8 21.7 9.3 3.3 2.0

[aHHble HannaBsku

AvameTp Tok B Kon-so Fusion time per KnAa, % MpoussogutenbHoc
3NeKTpoaoB/Kr electrode at 90% | Tb HanNNaBKWN Npu
Hannaen. Metanna max Toke 90% oT

MaKCUManbHoOro

2.5 x300.0 mm 55-75 A 23V 100 40 sec 55 % 0.9 kg/h

3.2 x350.0 mm 65-100 A 25V 49 52 sec 56 % 1.4 kg/h

4.0 x 350.0 mm 80-140 A 27V 33 57 sec 58 % 1.9 kg/h

5.0 x 350.0 mm 120-170 A 24V 21 72 sec 58 % 2.1 kg/h
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