FICAST NIFE B bazicko-grafiticky obal,

jadro z NiFe-Bimetal
Normalizacia | Standards

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

Oznacenie | Marking

Peciatkou | Stamp Marking

Rozsah pouzitia a vlastnosti | Application

Nikel-Zelezna elektréda pre zvaranie za studena sivej liatiny s lamelarnou a
globularnou grafitickou $truktirou a temperovane;j liatiny, tiez vhodna pre
zvaranie oceloliatiny (GGL- a GGG typu) s nelegovanymi ocelami. Vysoka
prudova zatazitelnost, stabilny obluk a dobrd zmacavost vdaka jadru z
Bimetalu. Pri zvarani dosahuje vy$Siu pevnost ako FICAST Ni. Zvarovy kov je
mechanicky opracovatelny a vyznaduje sa vysokou odolnostou vocitrhlinam.

Nickel-iron electrode for cold welding of grey cast iron with lamellar and globular
graphite structure and malleable iron; also suited for joints of castiron (GGL and
GGG types) with unalloyed steel materials; high ampacity, stable arc and good
wetting abilities due to bi-metallic core wire. A higher strength can be achieved
compared to welding with FICAST NI. The weld metal is machinable and highly
crack-resistant.

Certifikacia | Approvals
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basic-graphitic-coated, FICAST NIFE B

nickel-ferrum bimetal core wire
Analyza zvarového kovu | Weld Metal Composition
C Fe Ni
1,3 % ~40 % B

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

Pevnost v tahu Tvrdost'
Tensile Strength Hardness
Rm MPa HB

> 450 ~165

Navod na zvaranie | Welding Recommendations

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

[=+1T=1 ~ 1]

Zvaraciu plochu dokladne vy¢istit, odstranit vrchnu vrstvu na zvarovych plochach v dostato¢nej
vzdialenosti od zvaru. Pri zvarani oceloliatiny dbat na ¢o najmensi tepelny prikon. To sa dé
dosiahnut' malym zvaracim pradom. Sirka zvarovej husenice by nemala presiahnut dvojnésobny
priemer a dizka desat nasobny priemer zvaracej elektrody. Po zvérani dokladne preklepat
zvarové hisenice z ddvodu odstranenia vnutorného napétia. Vaésinou je FICAST NIFE B zvarana
naplus pole, prizviast citlivej sivej liatine znizit tepelny prikon na minimum.

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. The FICAST NIFE B needs DC +polarity to have a low heat input especially with sensitive
castings.

I

Zvaraci prud, udaje o baleni | Welding Current, Packaging

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

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

00.004.250 2,50/300 60— 90 1,3 82 15,9

00.004.323 3,25/350 90 -120 1,5 47 31,9

00.004.403 4,00/350 110 - 140 1,5 32 46,9
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