FICAST NI bazicko-grafiticky obal,

jadro z €istého Ni
Normalizacia | Standards

DIN EN ISO 1071 AWS A5.15
E C Ni-CI3 E Ni-Cl

Oznacenie | Marking

Peciatkou | Stamp Marking

Rozsah pouzitia a vlastnosti | Application

Niklova elektréda pre zvaranie sivej, temperovanej a oceloliatiny za studena,
ako tiez zvaranie unavenej liatiny. Na opravy lunkrov a chyb po opracovani.
FICAST NI méa vyborné zvaracie vlastnosti tiez pri nizkom zvaracom prade. Ma
pokojny, intenzivny tok a nizke straty rozstrekom, lahko odstranitelnu trosku.
Zvarovy kov je opracovatelny pilnikom a prechodova zéna je mechanicky
opracovatelna.

Nickel electrode for cold-welding of grey cast iron, malleable iron and cast steel
as well as for welding on fatigued casted parts. It is also suitable for the removal
of blowholes and the repair of processing defects. The electrode has excellent
welding properties even with low amperages. It produces a smooth, intensive
flow and low spatter. The slag can be easily removed. The seam surface is soft
and also at the transition zone machinable.

Certifikacia | Approvals
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basic-graphitic-coated, FICAST NI

pure-nickel core wire
Analyza zvarového kovu | Weld Metal Composition
C Ni
0,8 % ~98 %

l'Jdaje o ¢istom zvar. kove | All Weld Metal Mechanical Properties

Pevnost v tahu Tvrdost'
Tensile Strength Hardness
Rm MPa HB

> 400 ~150

Navod na zvaranie | Welding Recommendations

== [ == [ ~ | Susenie | Re-drying: 100-150 °C/1 h
(podra potreby | if required)

Zvéraciu plochu dokladne vycistit, odstranit vrchnu vrstvu na zvarovych plochach v dostatocnej
vzdialenosti od zvaru. Pri zvarani liatiny dbat na ¢o najmensi tepelny prikon. To sa dé dosiahnut malym
zvaracim prudom. Sirka zvarovej hisenice by nemala presiahnut dvojnasobny priemer a dizka desat-
nasobny priemer zvaracej elekirody. Po zvérani dokladne preklepat zvarové hisenice z dévodu
odstranenia vnutorného napajania. Pri zvarani na minus pdle sa dosiahne plocha, Gista zvarova
hisenica. Pri zvéarani na plus péle sa dosiahne vypukla hisenica s malym tepelnym prikonom do
zakladného materidlu a tym je umoznena tvorba vysokého névaru. Pri zvarani striedavym pridom je
vysledok niekde medzi horeuvedenymi spdsobmi.

Clean welding area carefully and remove cast skin from base material. Low heat input during welding is
required. Therefore weld bead width should not be more than twice of electrode diameter, length max.
10 times. For reducing the tension the weld should be hammered just after welding. When welding with
DC,negative-polarity, the seam is clean and flat. With +polarity the heat input is lower and the welding
seam is more convex. When welding with AC the appearance is in between.

A

Zvaraci prud, udaje o baleni | Welding Current, Packaging

Objednacie &islo Priemer/dizka Zvaraci prid  kg/balenie ks/balenie kg/1000 ks

Item no. Dia./Length Amperage kg/Pack Piece/Pack  kg/1000 Pc.
[mm] [A] =

00.002.253 2,50/350 70— 90 1,5 74 20,3

00.002.323 3,25/350 100 — 120 1,5 43 34,9

00.002.403 4,00/350 120 — 140 1,6 30 53,3
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