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s Gedik Welding

GEDIK WELDING was established in Turkey in 1963 and is today a global industry
leader in the field of welding consumables and equipment. Under its internationally-
registered trademarks GeKa® and GeKaTec®, the company manufactures about 90.000
tons/year of superior quality coated welding electrodes, brazing rods, special repair
and maintenance products, as well as gas-shielded arc, submerged arc and flux-cored
welding wires. The company also produces its own GeKaMac® brand of rectifiers, gas
shielded arc and submerged arc welding generators. GEDIK WELDING is one of the
largest manufacturers in Europe and exports its products to more than 80 countries
around the world. Keeping abreast of the largest technological developments in the
domain, GEDIK WELDING also generates robotic solutions and welding automation
equipment (GeKaRobot®) for various industries, both in Turkey and overseas.

Able and willing to serve all industrial sectors, GEDIK WELDING is fully prepared to
explore alternative solutions in order to satisfy its customers. The company is therefore
able to supply customized welding products and innovative engineering solutions,
tailor-made to respond to the diverse needs of its clientele.

Continuous efforts are also undertaken to expand and improve its wide range of multi-
sector products and services, relying on its own in-house know-how and technology.
The company’'s R&D efforts are managed by expert teams at its modern laboratory
facilities in Istanbul, where cutting-edge, durable, relevant and economical solutions
and products are constantly being generated.

GEDIK WELDING also contributes to the advancement of welding science and
technology via R&D projects carried out in collaboration with Istanbul Gedik University.
Further, the non-profit organisation, Gedik Educational Foundation (GEV), conducts
various internationally-recognised welding education, training and certification
programmes.

This document contains welding consumables under brand name of GeKaTec®
for repair and maintenance of various metallic components and structures.
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MECHANICAL PROPERTIES
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FEATURES AND CURRENT| WELDING
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Tensile Stren

tile Electrodes

EL'T «The most commonly-used type of rutile A—>
- C :007 . q electrode.

TSE, TUV, DB, TLGL, BV, 2 4: goig L2 Si 103 755 510-610 mig E” min. 22 = «Electrode coating of great thickness. D'/E'é')

DNV, ABS, LR, NK, RINA, Mn: 0.5 ’ « Spatter and fume formation in low amounts. e

CWB, CE, GOST-R,, SEPRO *Good weld beads. »
) ) ———>

PANTERA ) « Resistance to high currents. A

TSE, TL, GL, BV, E42 0RR12 S 008 min 510610 0°C  mingp *SOftand stable welding. D.C. ()

DNV, ABS, LR, CE E 6013 Mn: 05 420 min. 473 : « Spatter and fume formation in low amounts. AC.

GOST-R SEPRO »Formation of self-removable slag.

e Electrode coating of medium-thickness.
« Flexible type of electrode coating, providing A >

LOTUS C :007 . o electrode bendability.
TSE, TUV, DB, TL, LR, CE, g 4E2 20?2 H ?[I\ : 8131 znzl% 510 - 610 mi?\ 4(1:7J min. 22 | e Usability in welding of materials in hard- D'AC'CH
e b {C.

3 0. to-reach places.
GO, S «Suitable for welding at vertical-down \/

welding position.

C :008 «Easy to ignite A
EGE E 3? goﬁi 2 Si 04 T 470-550 [ 0°C 0 min.22  eSuitable for spot welding. Ry
TSE, CE, GOST-R, SEPRO Mn: 0.5 . «Suitable for use with iron. o
L
CEM ) ¢ Resistance to high currents. A
SIS, A, (R, BY, E420RR53 g : 8'27 min.  510_610 0°C min 22 *High welding efficiency of about 160%. D.C.(-) |
RINA, NK, DNV, CE, E 7024 Mn: 0.7 420 min. 47 J : « Cost-saving in groove welding and in flat AC

GOST-R, o fillet welding.
SEPRO |_>

Cellulosic Electrodes

«Suitable for use in welding large-diameter
pipelines for crude oil, natural gas and water,
as well as in root-pass welding or surfacing

LINK 6010 . of ships, tanks, boilers and steel constructions. = D.C. (+) A “1
TSE, TUV, DB, CE, E383C21 g : 8%2 min. 470 549 30°C_ n oo | *Usability in sour gas-involving applications | Forroot
GL, NACE,GOST-R, E 6010 Mn: 06 380 min. 47 J ) (acc. HIC Test NACE TM-0284). pass
SEPRO *Deep penetration obtained during welding D.C.(-) \ 4
in all positions.
* Most suitable for welding at vertical-down
position.
«Suitable for use in welding large-diameter g
pipelines made of high-strength steels,
Ll N K 7010-G E 422 Mo C25 g o 8%2 ) 20°C as well as in all positions during root-pass A
TSE, CE, GOST-R, = Mn: 04 455 510-590 P 0 min.22  welding or surfacing of boilers and steel D.C. (+)
SEPRO Mo: 04 constructions. i i
«Deep penetration, especially (obtained) at \/
vertical-down position. =
«Suitable for use in all-positions, root-pass
welding and in surfacing of(high—strength g
C - 014 low-alloyed steel pipelines (For root-pass
LINK 8010-G £7 46 3 Mo C 25 Si : 02 min 30°C welding, GeKa electrode LINK 6010 is A
TSE, CE, GOST-R, E 8010-G Mn: 0.9 460 550-650 >y min.20  recommended). ) ) D.C.(+)
SEPRO Ni = 02 « Suitable for use in particularly vertical-down
Mo: 015 position. JV

« Usability in sour gas-involving applications
(acc. HIC Test NACE TM-0284).
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— Hydro Electrodes

«Suitable for use in welding at all positions,
except for vertical-down position.
«Weld wire recovery of about 110%.

*Weld deposits with very low hydrogen —p
LASER B 43 ¢ 006 content | . . e | A
E384B42H5 S o0s min.  400-600 59°C | min.24 *High-quality and ductile, crack-resistant For root
TSE, GOST-R, CE E 7016-1 H4 Mn: 07 400 min. 473 ' welding wires, mostly forming rigid pass
SEPRO, ABS o weldments with beads of large cross- D.C.(-)
sections. L—
*Requirement of re-drying for a minimum
of 2 hours at temperatures between 300-
350 °C.
«Suitable for use in out-of-position welding,
except for welding at vertical-down position.
« Excellent strength and toughness.
« Suitable for use in the fields of steel
LASER B 47 constructions, boiler manufacture, container —
TSE, TUV, DB, TL.GL, BV, . manufacture, machine manufacture and A
ABS, LR,RS, DNV, RINA, E 42 4B 42 H5 g : 827 min. 510 600 40°C | in 24 shipbuilding, as well as for use in welding DC.(+)
NK, CWB, CE, E 7018 H4 Mn: 10 420 min. 47 ) low-purity and high-carbon steels. -
GOST-R. SEPRO » Weld deposits with very low hydrogen
HAKC (3.20mm) content. — >

»Weld metal recovery of about 125%.

*Requirement of re-drying for a minimum
of 2 hours at temperatures between 300-
350 °C.

« Suitable for use in out-of-position welding,
except for welding at vertical-down position.
 Excellent strength and toughness.
«Suitable for use in the fields of steel
constructions, boiler, container, machine
manufacturing and vertical construction, —p
LASER B 50 as well as for use in welding low-purity and y
TSE, ABS, CE, E425B42H5 min. 5149639 -50°C high-carbon steels.
GOST-R, SEPRO E 7018-1H4 420 min. 47.J * Suitable for the formation of welding buffer
HAKC (3.20mm) layers when building up high-carbon steels.
’ »Weld deposits with very low hydrogen L——p
content.
»Weld metal recovery of about 110%.
*Requirement of re-drying for a minimum
of 2 hours at temperatures between 300-
350 °C.

min. 24 D.C.(+)

00
NI
Puo

«Suitable for use in out-of-position welding,
except for welding at vertical-down position.

«High ductility at low temperatures down to
-50 °C.

LASER B 55 -PS#itﬁa_bclgrgoornu:fegswelding low-purity and A—>
TSE, ABS, CE, BRI -50°C | min. 24 -W%ld deposits with very low hydrogen D.C.(+)
GOST-R, E 7018-1 H4 min. 47 J content.
SEPRO *High quality welding wires with higher >

strength values.

*Requirement of re-drying for a minimum
of 2 hours at temperatures between 300-
350 °C.

min.
460 530-650

220
oo
Sro

» Content with Mn-Ni alloy.
« High toughness and high resistance to cracking.
« Suitable for use in welding high-strength, fine-
grained structural steels.
« Suitable for use in welding of materials with
- 7 serviocgct:emperatures between -60 °C and A—>
E4661NiB42H5 & —_— 60°C | +350 °C. . .
ES(ESTD,\Flev NACE, CE : R @ M Mn: Jeg |580-680 LT min.24 | e ;/girr{gmgh values of impact resistance after D.C.(+)
SEPRO « Convenience of welding at all positions, except
for vertical-down position. — >
» Weld deposits with very low content of
hydrogen.
« Requirement of re-drying for a minimum of
2 hours at temperatures between 300-350 °C.

TEMPO B 60

or oo
wWwo

 Basic-type coated and Ni-Cr-Mo-alloyed
electrode.
5 « Applicability in welding casting steels and high- — >
strength, fine-grained steels. A
min. | Loeg | S50°C 16 « Welding wires with high resistance to cracking.
700 : min. 47 J : « Inclusion of low amounts of hydrogen (4 ml
per 100 g of welding wire).
* Low amounts of moisture absorbed during —>
long-term storage.
« Re-drying: 300-350 °C / 2h.

TEMPOB85M cecosmnan 5 |

ABS, CE, GOST-R, CrMoB 42 H5 Mo
SEPRO E 11018-MH4 NP

Mn:

D.C. (+)

PO 00O
Vou prO
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Nickel Based Electrodes

(s:i 28:94 »High molybdenium nickel-based alloyed
Mn:0.4 electrode for creep and heat-resistant steels, DC. (4) A >
f Cr:21 . o cryogenic materials, dissimilar joints and o~
NIBAZ B 65 EEN'\.‘(':6;253 Mo:9.0 a0 | min. 760 %}3635% min.30 | high-strength difficult-to-weld steels.
CE, GOST-R, SEPRO 1S Hlb :gegt ‘ «Especially designed for Inconel 625 and
3 Incoloy 825. >
'ﬁ'ie fi—o «Re-drying conditions: 250-300 °C / 2 h.
« With special basic coated alloyed core wire
electrode for welding of nickel-base
alloys,high temperature and creep-resistant
steels, heat-resistant and cryogenic materials,
dissimilar joints and low-alloyed difficult-
to-weld steels.
c 005 «Suitable for pressure vessel manufacturing
S 04 from -190 °C to +550 °C, otherwise, up to
Mn:-45 scaling resistance temperature of 1200 °C A >
; Cr :20 . 3 (S-free atmosphere).
NIBAZB 70 EENN'_EOF823 Mo:15 550 630-710 ”:riﬁOGSEJ min. 30 «Not prone to embrittlement highly resistant ~ D.C. (+)
CE, GOST-R, SEPRO, ABS ~ENitrre N:D :I685 : to hot cracking, furthermore C-diffusion of
= high temperatures or during heat treatment >
%e 5?)25 of dissimilar joints is significantly reduced.

«Resistant to thermal shock, stainless, fully
austenitic.

* Low coefficient of thermal expansion
between C-steel and austenitic CrNi(Mo)-
steel.

« Easy slag removal, high resistance to purity.

 Re-drying conditions: 250-300 °C / min. 2 h.

Cast Iron Electrodes

ELNIKEL «Joint welding of grey cast iron, tempered +

ECNi-Cl1 C : 050 200 o50  Hardness 3 cast iron, nodular cast iron, as well as joint = D.C. (+) :
TSE, CE,GOST-R, E Ni-Cl Ni : rest ~170 HB welding of cast iron with steel, stainless AC. .
SEPRO steel and Monel metal.

L
*Welding of grey cast iron, tempered.
ELNIFER «Joint welding of cast iron with hard-to- +
! . weld steels or cast parts.
TSE, CE,GOST-R e N.IFe S e : =00 200 350 Tardness 6 «Ni-Fe-cored stick electrode. D.C. (+) I
, CE, b E NiFe Cl Ni :>45.0 190 HB - .
SEPRO -\éVelglgg in shorthpassetshand hﬁmmtelrmtg}(he 1
ead during each pass through gentle strikes >
are required.
« Soft joint welding of grey cast iron.
ELMONEL «Filler welding, repair welding and joint +
: . lding of cast iron with steel.

E C NiCu-B1 Cu: ~30.0 . Hard . St DC. (-
TSE, CE.GOST-R, frp NI 280 180 300 TR min.15 | «Welding by short passes and gently AAC_( ) 1
SEPRO hammering of the bead during each pass 1

while the bead is hot are required. ™

*Ni-Cu-cored stick electrode.
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Heat Resisting Electrodes

«Basic coated stick electrode.

«Welding of heat-resistant, Mo-alloyed, thin —p
OPUS MOB C :007 walled and unalloyed steels used for A
. E MoB 42 H5 Si 104 min. 20 _eg0 50°C_ | min 20 construction of boilers and pipes. DC.(+)
TUV, DB, CE, E 7018-A1 H4 Mn:0.9 460 min. 47 J ‘ «Electrode is resistant to working o~
GOST-R, SEPRO Mo:0.5 temperatures from -50 °C to + 550 °C.
*Re-drying: 300-350 °C min. 2 h. —
» Heat-treatment: 620 °C/2h and 300 °C (air).
« Steam boilers and steam pipes made of Cr-
C 007 Mo-alloyed, heat-resistant steels. A >
Si 105 ) «Cementation steels, nitrided steels.
OPUS CM EEC;BAS;_BB SZHZ'S Mn: 0.8 185 580-740 n;%oﬂcj min. 20 eBasic electrode coating. D.C. (+)
CE, GOST-R. SEPRO Cr:ll «Requirement of re-drying for 2 hours at
Mo:0.5 temperatures between 300-350 °C. >
» Heat-treatment: 690 °C / 2h and 300 °C (air).
+Welding of steam boilers and steam pipes
C :007 rErl]adte ?jf _Cr—Mot—altltt)yed s&_eelst. ) A >
Si 04 . « Electrode is resistant to working temperatures
OPUS2CM Faao2ha2rS  fnos min 620-800 *20,C min22  up to 600 °C. DC.(4)
CE, GOST-R. SEPRO Mo:1.0 *Requirement of re-drying at temperatures
Cr:22 between 300-350 °C for at least 2 hours. >
« Heat-treatment: 720 °C / 2h and 300 °C (air).
«High-alloyed low-hydrogen electrode with
C :0.09 basic coating.
Si 1020 «Resistance to heat and creep and high — P
mgf ?8 toughness values under long-term stress. A
OPUS 9 CMV  EcrMo91B 42 H5 Cr .90 min. | iepo  +20°C 17 *Weld metal is resistant t(.z high D.C. (4)
CE, GOST-R. SEPRO E 9018 - B9 H4 Ni -06 530 min. 47 J temperatures up to 620 °C.
V 102 *Pre-heating and inter- pass welding
Nb : 0.04 temperatures: 200-300 °C. e
N+

*Re-drying conditions: 300-350 °C, 2 h.
« Heat-treatment : 760 °C / 2h and 300 °C (air).
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Stainless Steel Electrodes

High resistance, alloyed / unalloyed steels,
heat-resistant steels, Cr-stainless steels,
steels including 14%Mn, hard-to-weld steels.

c o011 «Joint welding and filler welding of different

Si :10 ) o metals with each other.
ELOXR 307 = ii goh;ri ?632 Mn: 45 '3“5%' 600 - 700 r:iﬁowcj min. 30 = «Electrode coating of rutile character. D'i (C”
TSE, CE, GOST-R, SEPRO Cr :19.0 ' « Austenitic welding wire with resistance to e

Ni :8.5 thermal shocks.
* Maintenance of toughness at temperatures
down to -100 °C.
e Re-drying: 300-350 °C / min. 2h.

« Highly-resistant steels, alloyed / unalloyed
- 0410 steels, armour steels, hard manganese steels,
Si : 07 f g non-magnetic steels, steels with 14% Mn
ELOXB307L ¢ 18;;3;'\_4‘;58 2 fn’ 60 TR 580-750 F200C  min35  hard-to-weld steels. D.C (+)
TSE, CE, GOST-R. SEPRO Cr: 12-2 : «Joint welding of different metals with each
= & other.

eRe-drying: 150-200 °C / min. 2h.

« Rutile, low-carbon coated electrode for use

in chemical, petrochemical and food
ELOX R 308L C :003 industries where similar steel types, including
BV. CE, TSE, ABS, E199LR32 IO min. 0. ge0 +20°C higher carbon grades as well as ferritic 13% | D.C (+)
2

GOST-R, £308L - 16 '&"P 5 355 min. 473 M35 Gy steels are welded. AC.
SEPRO, Ni :105 «Resistant to corrosion and cracks.
HAKC(3.20mm) *Working temparatures up to +350 °C.

*Re-drying: 300-350 °C. /min. 2h.

« Similar-type austenitic stainless steels,
dissimilar metals, buffer layers on mild and

ELOX R 309L C -003 low-alloyed steels prior to build-up or

Si ;0.8 . o overlaying with any stainless electrodes,
TSE, ABS, BV, CE, EE2330192LL_R1%2 Mn:0.8 4G 540-720 n:riﬁo47CJ min.30  joining of corrosion resistant stainless steel D'% g’)
GOST-R, Cr :230 ’ with mild or low-alloyed steels, clad steels. )
SEPRO Ni :12.6 «Good crack resistance with problematic

steels.
eRe-drying: 300 °C / min. 2 h.

C :012 «Weld metal is resistant to working
Si 09 . o o
ELOXR 310 E2520R 32 o0 MmN eeg_gp +20°C| o ,s | temperatures up to +1200 °C. D.C(+)
TSE, CE, GOST-R. SEPRO ~E310-16 Cr : 26 355 min. 47.J : »Used with alternative current also. AC.
20.!

oo

Ni «Re-drying: 300-350 °C / min. 2 h.

08 www.gedikwelding.com



S GeKa

MECHANICAL PROPERTIES

gth

FEATURES AND WELDING

STANDARDS
APPROVALS APPLICATIONS POSITION

TS/EN/AWS

OF WELD METAL
% (TYPICAL)
gth

Z
&
95
=0
2
Vo

O

Yield Stren:
N/mm?

N/mm?

Impact Strength
Elongation

Tensile Stren

Stainless Steel Electrodes

« Austenitic CrNi steels, ferritic Cr-Ni-Al
alloyed steels, heat-resistant rolled, forged

c 1012 and cast steels used in ceramic and
ELOX B 310 E2520B22 f,',n: g'g min. se0 gog *t20°C o, Petrochemicalindustries and furnace, boiler, o - ()
TSE CE GOST-R, ~E310 - 15 Cr 250 355 1009 ' chimney applications. :
SEPRO Ni 205 *Weld metal is resistant to working
temperatures of up to +1200 °C.
eRe-drying: 150-200 °C / min. 2h.
«Alloyed, unalloyed, highly-resistant steels,
-0. Cr and Mn steels, joint welding of tool steels
ELOX R 312 E299R12 <S:| ;%2 ) 20°C and different steels and repair welding of DC
TSE, CE, ABS, BV, SRR Mn:0.8 A6p 700-830 eV - min20  sprockets and wheelshafts. Aéﬂ
GOST-R. SEPRO Cr :30.0 ’ «Weld metal is resistant to corrosion e
b Ni :10.5 cracks and rust.
*Re-drying: 300 °C / min. 2 h.
c 003 «Tanks, pipes and equipment made of Cr-
o Si 08 et LG e e s
2 195 (G, A, £ 1E9311335-LT632 o0 TN 540670 F200C 0 min 30 | «Weld metal s resistant to acid, B
GOST-R, SEPRO Ni ;11_'5 | corrosion. o
HAKC (3.20mm) Mo:2.6 « Serviceability at temperatures up to 400 °C.
eRe-drying: 300 °C / min. 2 h.
C 004 *Used for the welding of tanks and pipes
Si 08 made of Cr-Ni-Mo-alloyed, stabilized steels
ELOX R 318 £1912 3NbR 32 Mn:0.8 . 20°C which are used in food, chemical, textile D.C (4]
TSE, CE, GOST-R, = Cr :19.4 %4y 580-750 eV % min 30 and paint industries. Yo
SEPRO Ni :11.0 i »Weld metal stabilized by Nb is resistant o
’”\l"g; 38 to temperatures up to +400 °C.

eRe-drying: 300 - 350 °C / min. 2h.
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Stainless Steel Electrodes

*Used for the welding of tanks and pipes in

C 004 which milk and beer are kept.
ELOX R 347 Si 108 « Also used for the welding of acid, gas, steam
E199NbR 32 Mn:0.9 min. 550 749 t20°C .25 and water armatures. D.C (+)
TSE, CE, GOST-R, E347-16 Cr :19.8 390 min. 47 ) «Resistant to acid and corrosion, stabilized AC.
SEPRO Ni :10.0 by Nb. Weld metal can resist temperatures

INDER; up to +400 °C.
eRe-drying: 300-350 °C / min. 2 h.

*%13 Cr used in the joining and surfacing
welding of martensitic and martensitic-

ELOX B 410 C :0.07 ']'Airvgeﬁfis ferritic steels with %13 Cr and steel casts.
E13B22 Si :07 min. B ~350 HB (This electrode is also strong at filling in the
TSE, CE, GOST-R, E 410-15 Mn:0.8 450 050800 750°%C/on Min-15 g\ ces of gas, water and steam armatures). | D¢ ()
SEPRO Cr 1135 leggaﬁg «Annealing at 750 °C for 2 hours, cooling
down to room temperature in the furnace.
*Re-drying: 150-200 °C / min. 2h.
*Mainly used for corrosion-resistant, wear-
Ml resistant surfacing applications.
ELOX B 430 C :0.08 (As welded) « Preferably for surfacing on sealing faces of
E17B22 Si 05 min. B ~270 HB gas, water and steam valves.
TSE, CE, GOST-R, E430-15 Mn:0.4 g |PO=GN 7?0 °C/2n min-20 - Se3ling resistance up to 900 °C. BE(E
SEPRO Cr:170 Nggz)a&eB « Annealing at 750 °C for 2 hours, cooling in
the furnace.
eRe-drying: 150-200 °C / min. 2 h.
« Applicability in welding duplex steels.
« For suitability joint-and surfacing
C 003 applications of similar-type austenitic steels
ELOX R 2209 Mn:0.90 and cast steels.
Mo: 2.70 ) N « Electrode coating of rutile character.
ToE A BY G E2295NLR32 | =550 min 690-850 +20°C | min 20  «Excellent weldability. DO
o) CEERG) £ 2209 = iy Cr:220 20 a7 «Very high resistance to str rrosion &S
GOST-R, SEPRO Ni ‘100 ery nig SIS O stress corro

cracking and to corrosion at particularly
chlorous and sulphurous media.

« Serviceability at temperatures in liquid medium
up to 280 °C.

eRe-drying: 300-350 °C / min. 2h.
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Hardfacing Electrodes

—_— € Qi « For tough build-up on rails, gearwheels, shafts, gear parts and
e - B couplings.
ELHARD 250 DIN 8555 ?,'\n . ?g 24OH5280 « For buffer layers on carbon steels and low-alloyed steels with D.C(+)
CE, GOST-R, SEPRO E1-UM-250 Cr -10 concurrent extreme compressive stress on anti-wear surfaces.
eRe-drying: 300 °C /2 h.
*Basic coated electrode with medium hardness value.
EFel C :015 « For tough build-up, particularly on Mn-Mo-alloyed wing and
ELHARD 300 DIN ;555 Si :05 280 - 330 junction rails with mechanical strength of minimum 880 N/mma2. DC (W)
CE GOST-R SEPRO Mn:13 HB *Deposit offers ease of machining. )
' ' E1-UM-300 Cr:15 « Pre-heating temperature 250-350 °C.
eRe-drying: 300 °C /2 h.
Ere1 € 0 «Basic coated electrode.
€ S _ « Wear resistant surfacing on Mn-Cr-V alloyed frogs, track rollers,
ELHARD 350 DIN 8555 an . ?58 330H5380 idlers, tracks, slideways and drive sprockets. D.C(+)
CE, GOST-R, SEPRO E1-UM-350 Cr 20 *The deposits are machinable.
eRe-drying: 300 °C /2 h.
fres g ?15 «Final pass-welding of parts of earth-moving and mining
e o _ equipment with high resistance to abrasion, as well as of parts
ELHARD 600 DIN 8555 hcl\r” : 955 5'5_|R39 of hard manganese steels and frags. D.C(+)
CE, GOST-R, SEPRO E1-UM-60 P Mo: 10 «Welding wire is resistant to abrasion.
vV 10 eRe-drying: 300 °C/ 2 h.
- *On parts primarily exposed to abrasion combined with light A
e C :65 impact, such as conveyor screws, mixer blades and sand 1
ELHARD 62 DIN 8555 Cr 1240 ~62 HRC pumps. DEH |
CE, GOST-R, SEPRO ~E10-UM-60 GRZ Nb:7.5 «As final layer on tough-hard weld deposits. o 1
eRe-drying: 300 °C / min. 2h
rying L
EZFel4 « Special coating, high-chromium cable electrode for hardfacing
DIN 8555 € 45 operations to provide maximum resistance to extreme mineral A
CE1OAUIM 2 24k i abrasion. D.C (+) !
ELHARD 63 E10-UM-60 GRz E,'\n : %)% GS‘R::M « A typical application is stringer beads on earth-moving, cement D) 1
CE, GOST-R, SEPRO WS Cr 1340 mill and brick-making equipment. AC. 1
« Preheating generally not required, metal recovery is approx. 220%.
~E FeCr-A8 «Re-drying: 300 °C / min. 2 h. >
C :45
- ?/I\n : %% « Super hardfacing electrode with very high content of carbide A
e s _ formers (Mo, V, W, Nb) for deposits subject to extreme sliding 1
ELHARD 65 DIN 8555 r\C,\ro: 5305 63R§7 mineral abrasion. D.Eg) 1
CE, GOST-R, SEPRO ~E10-UM-65 GRZ Vo117 '§30;/o metaglggoge/ry, _pregehating is generally not necessary. ~ |
W :25 eRe-drying: & min. .
Nb: 4.0 ying '
11
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APPROVALS

TYPICAL BASE MATERIALS

tting & Gouging Electrodes

ELIT CUT

GOST-R, SEPRO

ELIT NUT

GOST-R, SEPRO

* Non-alloyed and low alloyed steels,

« Stainless steels,

¢ Aluminium and aluminium alloys,
« Copper and copper alloys,

« Cast-iron and steel casts.

* Non-alloyed and low alloyed steels,

« Stainless steel,

e Aluminium and aluminium alloys,
« Copper and copper alloys,

« Cast-iron and steel casts.

CURRENT| WELDING
FEATURES AND APPLICATIONS TYPE POSITION

«Usability in cutting or in drilling all metals that cannot be
oxygen-cut or -drillled. bC. ()
«Resistance against high values of current at welding. Y
*Requirement of holding the levtrode in the direction
perpendicular to work direction.

«Usability in making welding groove or in removing defective
weld beads in all metals that cannot be worked through oxygen.

«Very easy usage

¢ Arc start by holding the electrode in a direction perpendicular
to that of the work and by subsequently pushing it forward
after approaching it at an angle of 150 to work direction.

*Groove depth of half of the electrode’s coating thickness.

*Deeper grooves obtained only by repeating the operation after
the work piece is cooled.

D.C.(-)
AC
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MECHANICAL PROPERTIES

gth

STANDARDS
TS/EN/AWS

FEATURES AND CURRENT| WELDING

APPROVALS APPLICATIONS TYPE | POSITION

OF WELDING
WIRE

% (TYPICAL)
gth

zZ
29
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=0
L:;:Jn_
G

O

Yield Stren
N/mm?

Impact Strength
Elongation

Tensile Stren
N/mm?

Gas Shielded g Wires and Rods

+Welding of thin-walled parts.

*Root pass welding. >
sG1 GIW 2Si C :010 40°C «For making galvanized coating. D_T(‘;G(_) A
TSE, CWB, CE ER705-3 Si 106 400  530-680 | .°¢55 min.24  «TIG welding of tubes and pipes.
GOST-R. SEPRO Mn:12 : «Shielding gases: MAG
' TIG: Ar DL+ oY
MAG: Ar+CO, mix gases or pure CO,
*Wire for welding of mild and low-alloyed
steels as well as thin-walled materials.
*Being triple deoxidized with Aluminium,
Titanium and Zirconium as well as
Manganese and Silicon, the wire is capable
(S:i : 8-?? of producing efficient welds when the steel TIG A
_ | B . . o to be welded is rusty, dirty, undercoat painted. D.C(-)
SG705S-2 Ei/\7l\(l)25-l——l2 #’}n:é‘llz ) e n;%%% min. 22 sltis recommended for pipe welding and for
TSE, CE, GOST-R, SEPRO Zr 1007 ‘ root passes in heavy vessel construction. MAG
Al :0.11 *Also for welding of steels of which the DL
surf;ace will be coated (such as galvanized,
etc.
«Shielding gases:
TIG: Ar
MAG: Ar+CO; mix gases or pure CO,
« Used in steel construction and machinery
production.
SG 2 « Welding of ships, boiler tanks, pipe parts. P
TSE, BV, DNV, TL, GL, ) « Welding of thin-walled steels. TIG A
DB, ABS, LR, RS, TUV, G/W 3sil g 822 min. 500-640 30°C_ min.22 °Thinsheetwelding in automotive industry. DLl
CWB, CE, RINA, NK, ER70S-6 Mn:1.45 420 min. 47.J ’ . Pﬁrfect smooth feedability, perfect welding MAG
GOST-R, SEPRO characteristics. D.C(+) \{
g ! « Shielding gases: »
HAKC (1.20 mm) TIG: Ar
MAG: Ar+CO, mix gases or pure CO,
« Used for the same welding purposes as
SG2. g
« Its strength is increased by Si-Mn. TIG A
SG 3 G/W 4 Sil C :010 min 40°C * Low spatter even when used under CO, D.C(-)
TOV, CE, TSE, DB, GL, ER 70 5-6 %/ll 5190 460 540-680 7,7y min.22 atmosphere. ) -
GOST-R. SEPRO n:L « Excellent wire feeding capability. MAG
' « Shielding gases: D.C(+) \
TIG: Ar g

MAG: Ar+CO, mix gases or pure CO,

14 www.gedikwelding.com
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MECHANICAL PROPERTIES

gth

STANDARDS
TS/EN/AWS

FEATURES AND WELDING

APPROVALS APPLICATIONS POSITION

OF WELDING
WIRE

% (TYPICAL)
gth

zZ
29
oG
=0
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0%

(O]

Yield Stren:
N/mm?

N/mm?

Impact Strength
Elongation

Tensile Stren

Wires and Rods

» Copper-coated wire for GMAW and rod TIG
welding in boiler pressure vessel, pipework
and crane construction, as well as in
structural steel engineering.
*High quality, very tough deposit of high
crack resistance and non-aging. TG i
; C 010 «Recommended for service in temperature X
SG Mo Sévggﬂ SO é' Si 106 min. g0 7o 30°C_ | o | range -45°C(TIG) or -40 °C(GMAW) to +550 °C. pCo
CE, GOST-R, SEPRO mod. (ER 70 S-A1) MEE 615 460 min. 47.J Sc?rigr?fpper bonding with low total copper M
«Very good welding and flow characteristics. ~ D-C (+)
*Preheating interpass and postweld heat
treatment as required by base metal.
*Shielding gases:
TIG: Ar
MAG: Ar+CO, mix gases or pure CO,.

*Used for the welding of high heat resistant
Cr-Mo-alloyed steels which are used for
the production of boilers tubes and pipes TIG A
- 4309 and nitrided steels. D.C(-)
470 550-670 Gotogy min19 - eWelding wire is resistant to temperatures
' up to +570 °C. MAG
«Shielding gases: D.C (4)
TIG: Ar
MAG: Ar+CO; mix gases or pure CO,.

o

SGCrMo 1 G/W Z CrMo1Si an

CE, GOST-R, SEPRO ER 80 S-B2 o
Cr:

POoo0O
Nuouo i

*Used for the welding of high heat resistant
Cr-Mo-alloyed steels which are used for
s the production of boilers, tubes, pipes and TiG A
2509 nitrided steels. D.C(-)

min. 474 mMin.20 | «Welding wire is resistant to temperatures up
’ to +600 °C. MAG
«Shielding gases: D.C (4) oY

TIG: Ar
MAG: Ar+CO, mix gases or pure CO,.

min.
540

SG CrMo 2 GIW Z CrMo2si 5

620 - 760
CE, GOST-R, SEPRO ER 90 S-B3 Mo-

MNP OoOOo
~rOuvoo

*Used for the welding of high heat resistant
- 1007 steels, hot hydrogen plants, working A
SG CrMo 5 W CrMo5si f,',n: 0.4515 min. 550 _ggg +20°C i qg  temperatures +600 °C and also used for TIG
CE, GOST-R, SEPRO ER 80 S-B6 Mo: 0.6 420 min. 70 J ‘ the welding of steels with 5 Cr 1/2 Mo. D.C(-)
Cr :6.0 «Shielding gases:
TIG: Ar.
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MECHANICAL PROPERTIES

gth

FEATURES AND CURRENT| WELDING

STANDARDS
APPROVALS APPLICATIONS TYPE | POSITION

TS/EN/AWS

OF WELDING
WIRE

% (TYPICAL)
gth

Z
29
05
=0
I:-IEJQ_
0%

O

Yield Stren
N/mm?

N/mm?

Impact Strength
Elongation

Tensile Stren

Stainless Steel Gas Shielded Welding Wires and Rods

« Filler welding of high-strength, low-alloyed
and alloyed heat-treatable steels, armour
steels, steels including 14 % Mn, ferritic-
chromium steels, heat-resistant steels, >
e 8 non-magnetic steels, etc. D-l(—Z‘G( ] A
n : B +20 °C « Joint welding of different types of steels T
SG 307 ~ER 307 e 580-750 min 639 with each other. e
GOST-R, SEPRO Ni :9.0 « Filler welding of abrasion-resistant steels D.C.(+) \ 4
for valves and turbines. >
« As shielding gas, argon is used for TIG
welding, whereas Ar+O, or mixed gas is
used for MIG welding.

ELOX c

min. 30

« Applicability in welding tempered high-
strength steels, as well as stainless steels, TIG A
min. min. 0°C min. 25 carbon steels and 18/8, Cr-Ni-alloyed steels. DC.()
50 550 min. 63 J i « Requirement of use of Ar as “shielding gas MIG
for TIG welding” and of Ar+O, or mixed D.C. (+)
gas as “shielding for MIG welding”.

()]

ELOX G/W19 9 H g

SG 308 H ER 308 H b

GOST-R, SEPRO Ni

0O Nuno

©oNEoo
=

« TIG welding of 13% Cr-ferritic stainless
steels, high-carbon steels of type 304 or
stabilized steels of type 347 or steels of
similar qualities, all of which used in

ELOX 5o g 56%02 E)harmaceut;cal, cellulose, paper and food A
W199L S min. +20°C ' production) industries. TIG

SG308L ER 308 L e 390 540-660 min'ezg M35 The shielding gas is argon (Ar). D.C.(-)

GOST-R, SEPRO Ni :9,8 « Maintenance of ductile behaviour at \4

temperatures down to -269 °C. >

« Maintenance of resistance against
intergranular corrosion at temperatures
up to 400 °C.

* MIG welding of 13% Cr-ferritic stainless
steels, high-carbon steels of type 304 or
stabilized steels of type 347 or steels of

ELOX C <002 sitr:wilar typet§ usled HW {ndustries of 4 food A
f Si ;08 . o pharmaceutical, cellulose, paper and foo

SG 308 L Si EGR1390?3LLS$I' Mn:17 rznémo' 520 - 660 n:iﬁO@CJ min. 35 (production). D'\éIG(+)

! Cr :204 ’ » Ar+O, or mixed gas is used as shielding gas. o

GOST-R, SEPRO Ni :10.2 « Maintenance of ductile behaviour at \

temperature down to -269 °C. gl

« Maintenance of resistance to intergranular

corrosion at temperatures up to 350 °C.

16 www.gedikwelding.com
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MECHANICAL PROPERTIES

gth

STANDARDS
TS/EN/AWS

FEATURES AND WELDING

APPROVALS APPLICATIONS POSITION

OF WELDING
WIRE

% (TYPICAL)
gth
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Yield Stren
N/mm?

Impact Strength
Elongation

Tensile Stren
N/mm?

Stainless Steel Gas Shielded Welding Wires and Rods

« Applicability on ferritic-Cr or austenitic
CrNi steels, austenitic manganese steels,
unalloyed high-strength steels,

ELOX C :0,03 heat-treated steels. A
Si :045 i ! o « Usability in welding austenitic stainless
SG 309 L VEVRZ;Ol;t Mn: 1,80 T o n:“iﬁOMCJ min. 30 steels, in joint-welding of different kinds DEG(-)
Cr:235 ‘ of metals, in buffer layers, in joint-welding -
COET=R, SEARO ND =350 of corrosion-resistant stainless steels to

each other or to low-alloyed steels, and
in welding coated steels.
» Requirement of use of Ar as shielding gas.

» Applicability on ferritic-Cr or austenitic
CrNi steels, austenitic manganese steels,
unalloyed high-strength steels,
heat-treated steels.

ELOX C :003 « Usability in welding austenitic stainless A
. G2312LSi E/"n : ?gg min. min. +20°C | 2o steels, in joint-welding of different kinds MIG
SG 309 LSi ER 309 L Si e 320 520  min.47g Mn of metals, in buffer layers, in joint-welding ~ D.C.(+)
GOST-R, SEPRO Ni 13,0 of corrosion-resistant stainless steels to
each other or to low-alloyed steels and
in welding coated steels.
« Requirement of use of Ar + O, or mixed
gas as shielding gas in MIG welding.
» Applicability in cement and ceramic
industries, in manufacturing processes
of industrial furnaces, oil refineries, in
Cc :012 welding of steel and steel castings used TIG >
ELOX G/W 25 20 Si 1050 i +20°C i in steam boiler manufacture. D.C.(-) A
SG 310 ER T Mn: 1,60 350 950-720 Merry min.30 e Suitability of welding wire for use at
Cr :250 temperatures between -196 °C and 1200 °C. MIG
GOST-R, SEPRO Ni 1205 « Suitability for both TIG and MIG welding. =~ PG (+) \/
» Requirement of use of Ar as shielding gas g
in TIG welding and of Ar + O, or mixed
gas as shielding in MIG welding.
« Applicability in joint-welding of unalloyed
and alloyed high-strength steels Cr and -
ELOX C 012 Mn steels, tool steels, and of different TIG A
SG 312 SR I§/|ln ; ?gg 4mi”' . J'.ZOL:?J min.20 e rIineestizisalnce to wearing, cracking and pet
ER 312 Cr :30,0 50 660 min. OTTESIEn. MIG
GOST-R, SEPRO Ni 9.0 « Requirement of use of Ar as shielding gas =~ P-C. (+) JV

in TIG welding and Ar + O, mix as shield
gas in MIG welding.
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MECHANICAL PROPERTIES
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STANDARDS
TS/EN/AWS

FEATURES AND CURRENT| WELDING

APPROVALS APPLICATIONS TYPE | POSITION

OF WELDING
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N/mm?

Impact Strength
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Tensile Stren

Stainless Steel Gas Shielded Welding Wires and Rods

* TIG welding of 13% Cr-ferritic stainless
steels, high-carbon or stabilized steels of
type 316, low-carbon stainless steels of
type 316 L, all of which are used in

ELOX g fgrg2 ma%hinte_ry anld eéquJiprPen‘; pak:ts at l A
ailh . . production plants for food, chemical,
SG 316 L WEZnglléf L '(‘;/‘f 5 %86'5 5% 570-700 %ﬁ%;\] min. 35 pkéarr?aceutical, textile and similar kinds of DTé:G(—)
i industries.
GOST-R, SEPRO y,\\‘/(IOE %,1'25 « As shielding gas argon (Ar) is used.
* Maintenance of resistance to intergranular
corrosion at temperatures up to 400 °C.
« Resistance to low temperatures down to -
196 °C.
* MIG welding of 13% ferritic stainless steels,
high-carbon or stabilized stainless steels
of type 316 and low-carbon stainless steels
of type 316 L, used in machinery and
ELOX g 588(2) 1:equci|pmhent parlts gf produc';!onl ?la?fs ford A
! sl . o ‘ood, chemical, pharmaceutical textile an
SG 316 L Si e || T 550-700 207 min 30 similar kinds of industries. Jae
Ni -115 ’ « As shielding gas, Ar + O, or mixed gas is ’
GOST-R, SEPRO Mo:25 UEEEL
« Maintenance of resistance to intergranular
corrosion at temperatures up to 400 °C.
« Resistance to low temperatures down to -
196 °C.
« TIG welding of 13% ferritic stainless steels,
C :0035 as well as of stainless steels of similar »
ELOX Si 105 chemical compositions as those of welding A
W19 12 3 Nb '(‘:"” : i976 min. 40 _7g9 *+20°C in 30 wires used in chemical textile, paint, food TIG
SG 318 ER 318 N 440 min. 633 ™" and synthetic resin production. DC(-)
GOST-R, SEPRO Mo: 2,7 « As the shielding gas, argon (Ar) is used. \ 4
Nb: + « Maintenance of resistance to intergranular -
corrosion at temperature up to 400 °C.
« Used for the welding of 13% ferritic stainless
steels or stainless steels which have the
C :0,035 similar chemical analysis as the welding >
ELOX Si 108 wires that are used in the chemical, textile, A
. G 19123 Nb Si ”C"r” : %5‘9 min eo.-780 +20°C 3o Paintand food industries. MIG
SG 318 Si ~ER 318 Ni -115 390 min. 63 J i » Welding wire is resistant to corrosion up DC(+)
GOST-R, SEPRO Mo: 2.8 to +400 °C and chlorine. \ 4
Nb: + « Suitable for MIG welding. >
* Ar + O, or mixed gases are the shielding
gases.

18 www.gedikwelding.com
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Elongation

inless Steel Gas Shielded Welding Wires a

» Used for the welding of 13% Cr steels which
are used in the textile, paper, paint and

ELOX g :8,?35 food production industries. A
0 % ) N « Resistant to corrosion up to +400 °C,
SG 347 W;s;;‘b "C/‘r” %é4 755 600 -740 r;]riﬁoacJ min.30  suitable for TIG welding. DTEG(,)
i 95 ' « Argon is the shielding gas and it is also '
Ni :9,5 9 99
GOST-R, SEPRO Nb: + used for the welding of materials which
have a chemical composition similar to
welding wire.
« Used for the welding of 13% Cr steels
which are used in the textile, paper, paint
ELOX (s:| :8'835 and food production industries. A
q Y, ) N « Resistant to corrosion up to +400 °C,
SG 347 Si el M- 12 min. 570 710 *20°C | i 30 suitable for MIG welding. MIG
347 Si Cr :19.4 400 min. 63 J A . D.C (+)
Ni 97 * Ar +O, or mixed gases are used for
GOST-R, SEPRO Nb : + shielding also used for the welding of
materials which have a chemical
composition similar to welding wire.
* Preferred use in the formation of surfaces
resistant to corrosion, wear and heat. »
ELOX Cc 010 « Maintained hardness at temperatures of DT(':G( ; A
G/W 13 Si :0,35 min. min. ] up to 500 °C. H=E
SG 410 ER 410 Mn: 0,50 250 450 min. 20, Resistance to formation of oxide layers at MIG
GOST-R, SEPRO G 21E0 temperatures up to 900 °C. D.C (+) \ 4
» Required use of Ar + O, or mixed gas, as >
shileding gas.
ELOX . » Applicability in surfacing to provide TIG A >
G/W 17 g 2 828 ) ) resistance to corrosion, wear and heat. D.C.(-)
SG 430 £ A5 M- 0,40 300 | 450 min.20 e Usability in MIG welding only.
Cr :17.0 « Requirement of use of Ar + O, or mixed MIG
GOST-R, SEPRO gas as shielding gas. D.C (+) J'

www.gedikwelding.com 19
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STANDARDS

APPROVALS TS/EN/AWS

Flux Cored Welding Wires

ELCORR71

BV, DNV, R, TL,

ABS, RS, NK, RINA, CWB, T424PCLHS
CE, GL, E71T-1C-J
GOST-R,

HAKC (1.20mm)

ELCORB70 T424BM3H5
CE, GOST-R, SEPRO E70T-5MJ
ELCORM 70 T424MM3H5
BV, ABS,GOST-R, £ 70 C-6 M H4
SEPRO, CE

ELCORR71SC T464@pPMCLHS

CE, GOST-R, SEPRO E71T-1C/-1M H4

ELCORR 81 Ni

ABS, CE, GOST-R, SEPRO

T464INiPC1
E81T1-NiC

ELCORR91

ABS, CE, GOST-R, SEPRO

T624Mnl5NiPC1
E91T1-K2CJ

ELCOR Rllo T694Mn25NiPC1
ABS, (AWS), GOST-R E 111 T1-GC
SEPRO

20

%)
<<
©)
S)
Z
(]
3
=
I=
)

o 100 % CO, ) . o
100 % CO, Ar+ CO, mix gases Ar+ CO, mix gases Ar+ CO, mix gases 100 % CO,

100 % CO,

100 % CO,

CURRENT TYPE

FCAW D.C.(+) FCAW D.C.(+) FCAW D.C.(+) FCAW D.C.(+) FCAW D.C.(+) FCAW D.C.(+)

FCAW D.C.(+)

WELDING
POSITION

PA
PB

PA
PB

PA
PB

FEATURES AND
APPLICATIONS

« Rutile-type flux-cored wire which is used
in machine production and in the
shipbuilding, automotive and steel
construction industries.

« Provides high mechanical properties,
proper, smooth, X-ray safety seams.

« It is economical as it has high melting
ability and can work under high currents
in all positions.

» Used for semi-automatic or fully
automatic welding of alloyed or
unalloyed construction steels, thin-
walled steels.

« It has soft arc, deep penetration, good
bead features.

» Impact strength values are higher than
those of E71 T-1 at low temperatures.

« Suitable for butt and fillet welding.

« Better arc stability and wider optimum
current range for spray transfer, arc with
less spattering than solid wire.

« Rutile-type flux-cored wire which is
used in machine production and in the
shipbuilding, automotive and steel
construction industries.

 Provides high mechanical properties,
proper, smooth, X-ray safety seams.

e It is economical as it has high melting
ability and can work under high currents
in all positions.

« Rutile-type flux-cored wire for mild steel
and 490-550 MPa high tensile strength
steel for low temperature service.

« Suitable for butt and fillet welding in all
positions.

« [t provides a smooth arc and low spatter,
good weldability.

« Rutile-type flux-cored wire for 500-620
MPa high tensile strength steel for low
temperature service.

« Suitable for butt and fillet welding in all
positions.

« Excellent impact value at low
temperatures down to -40° C.

« Rutile-type flux-cored wire which
provides an exceptionally smooth and
stable arc, low spatter.

 Applications of single and multipass
welding of high-strength low-alloyed
steels such as HY-80 and HY-100.

www.gedikwelding.com

MECHANICAL
PROPERTIES

CHEMICAL COMPOSITION OF
WELD METAL % (TYPICAL)

Yield Strength (N/mmg min. 420
Tensile Strength (N/mm°) 500 - 640
Elongation (Lo=5 do)(%) min. 22
Impact Strength (ISO-V)
-20°C100J-40°Cmin. 50 J

C0,06 Si 0,50 Mn 1,30

Yield Strength (N/mm Q min. 420
Tensile Strength (N/mm?©) 520 - 670
Elongation (Lo=5 do)(%) min. 22
Impact Strength (ISO-V)
-30°C120J/-40°Cmin 473

C0,05 Si 0,55 Mn 1,35

Yield Strength (N/mm?). 450
Tensile Strength (N/mm?) 550
Elongation (Lo=5 do)(%) min. 22
Impact Strength (ISO-V)
-30°C55J/-40°Cmin47J

C0,05 Si 0,63 Mn 1,58

Yield Strength (N/mm?) min. 460
Tensile Strength (N/mm®) 530 - 680
Elongation (Lo=5 do)(%) min. 22
Impact Strength (ISO-V/-20 °C) min. 60 J
Impact Strength (ISO-V/-40 °C) min. 47 J

C0,05 Si05 Mn 1,3

Yield Strength (N/mmg min. 460
Tensile Strength (N/mm®) 560 - 690
Elongation (Lo=5 do)(%) min. 24
Impact Strength (ISO-V)
-30°C80J/-40°Cmin50J

C 0,05 Si05 Mn 13
Ni 0,90

Yield Strength (N/mmz) min. 620
Tensile Strength (N/mm?) min. 690 - 890
Elongation (Lo=5 do)(%) min. 18
Impact Strength (ISO-V/-20 °C) min. 62 J
Impact Strength (ISO-V/-40 °C) min. 47 J

C0.08 Si0.5 Mn 1.2
Ni 1.70

Yield Strength(N/mm ) >690
Tensile Strength (N/mm?) 770 - 940
Elongation (Lo=5 do)(%) >17
Impact Strength (ISO-V/-40 °C) min. 47 J

C<0.08 sSi05
Ni 2.10

Mn17 Mo0.2
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Submerged Arc Welding Wires & Fluxes
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SUBMERGED ARC
WELDING WIRE
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STANDARDS

TS/EN/AWS MECHANICAL

PROPERTIES OF PACKAGE
WELD METAL TYPE
TYPICAL

APPLICATIONS FEATURES

WIRE
% (TYPICAL)

-
<
)
=
oy,
I
O

COMPOS
OF WELDING

APPROVALS

¢ Welding Wires

With BAR :
Re 360 N/mm?
Rm 460 N/mm?
AV 0°C473
Elong. %26

With BFB :
Re 380 N/mm?
Rm 480 N/mm?

S1 AV -20°C 553 Structural Steels :
TSEN 1SO: 30°C 473 160 « Applicability in welding of S185-S235JR
% steel constructions, pipes Pipe Steels : S275N
s C :008 o B 200 K 435 SPOOL PIR i )
AWS: Si 010 2.40 and tanks, as well as in Boiler Steels : P235GH
EL12 >y ) 3.20 submerged arc welding of Ship-Construction Steels:
Mn: 0.50 With BMS : BIG-PACK
APPROVALS: Re 395 N/mm? 4.00 unalloyed structural steels A B, D
£, Y, L, €L, RS, Rm 475 N/mm? S0 and plates. Fine-Grained Structural
LR, CE B
' Av 0°C38J Steels: P275N, S355N
Elong. %24
With BBR-AG :
Re 370 N/mm?
Rm 480 N/mm?
Av  -0°C601J
-20°C50J
Elong. % 30
With BAR :
Re 400 N/mm?
Rm 500 N/mm?
Av 0°C60J
Elong. % 30
With BFB :
Re 460 N/mm?
Rm 525 N/mm?
Av  -20°C70J
-30°C55J
-40°C501J
Elong. % 30
S 2 With BFF :
NSO Re 410 N/mm?
N 2
= im 53-’-52’%”3 « Applicability in welding of
AWS: v :40 “c60J steel constructions, pipes,
EM 12 Elong. %24 pressure vessels, steam Structural Steels : S355JR
S2+ELIFLUX BAR: 1.60 boilers and plates and Pipe Steels: L360
BV, ABS, CE C :012 With BBR-AG : g‘gg K 435 SPOOL submerged arc welding of  Boiler Steels: P295GH, P355GH
S2+ELIFLUX BFB: Si 1010 Re 410 N/mm? e general-purpose structural |~ Ship-Construction Steels:
L, (L, DNV ERY, AR5, Mn: 1.00 Rm 490 N/mm? A BIG-PACK steels of tensile strength A B,DE
LR, C, RS, NK, RINA AV -20°C50J e > . . i
S2+ELIFLUX BMS: . 500 values up to 500 N/mm Fine-Grained Structural Steels:
A0S CE ’ Heng. B2 as well as of unalloyed P355N, S355N
S2+ELIFLUX BAB-S: With BMS : steels, medium-strength
ABS, CE Re 390 N/mm? steels.
S2: TS, CE, GOST-R, Rm 485 N/mm?
SEPRO Av -20°C69J
Elong. % 30
With PIPE :

Re 460 N/mm?
Rm 550 N/mm?
Av -20°C50J
-40°C50J
Elong. % 26

With BAB-S :
Re 430 N/mm?
Rm 525 N/mm?
AV -40°C100J
Elong. %29
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S GeKa

STANDARDS

TS/EN/AWS MECHANICAL

PROPERTIES OF PACKAGE
WELD METAL TYPE
TYPICAL

APPLICATIONS FEATURES

OF WELDING
WIRE
% (TYPICAL)

Z
29
oG
=0
I-:;:JQ_
0%

O

APPROVALS

With BFB :
Re 430 N/mm?
Rm 530 N/mm?
AV -20°C801J

. -30°C70J
S2Si Uz. %28
TS EN ISO: With BFB : . .
S2Si Re 430 N/mm? « Inclusion of high content Structural Steels : S355 JR
AWS: Rm 530 N/mm? 1.60 of Mn-Si alloy. Pipe Steels : L 360
EM 12K C 010 NS 20l k4355P00OL | * Applicability in submerged | Boiler Steels : P 295 GH
APPROVALS . - 240 . . . .
Si :0.25 Elong. %23 arc welding processes of Ship-Construction Steels:
S2Si+ELIFLUX BFB: . 9. % 3.20 . .
8 (1R B3 CB Mn:1.00 With BFF : 4.00 BIG-PACK medium and high-strength A B DE
SZSi'+EL|FL(Jx BFF: Re 450 N/mm22 5.00 structural steels and of Fine-Grained Structural Steels:
BV ABS. CE ' Rm/ 540 N/mm steels in offshore structures. P355N-S355N
o (RES, Av  -40°C65J
Sasi: Uz. %23
TSE, CE, GOST-R, SEPRO With BBR-AG -

Re 420 N/mm?
Rm 510 N/mm?
Av -20°C 503
Elong. %29

With BFB :
Re 490 N/mm?
Rm 600 N/mm?
AV -20°C90J

-40°C60J
SZMO Elong. %26
TS EN ISO:
S2Mo : ; « Specific applicability in
AWS: With BFF : 8 ;
A s Re 480 N/mm? welding high-strength low-
APPROVALS Rm 570 N/mm 26 a“‘?yted ftetelsla”d creep- Pipe Steels: L85MB(X70)
S2Mo-+ELIFLUX BFB: £ oo pv A0S 2.40 K 435 SPOOL \r/‘\a'ls'lsd?” e Moall Boiler Steels : 16Mo3,
BV, ABS. CE il\ : i)ég ong. % 320 . le |ng. wire of Mo-alloy P355GH
S2Mo+ELIFLUX BFF: w100 ' . 400 BIG-PACK Ve HESTETEITER (© Ep Fine-Grained Steels:
DNV, BV, ABS, CE o:0. With BAB-S : 500 at high temperature S460N. P460N
S2Mo + ELIFLUX BAB-S: Re 500 N/mm? applications. !
ABS, CE Rm 600 :“/mmz « Serviceability at
TSIE, T, €2 fy 2T EL temperatures up to 500° C.
S2Mo: Elong. % 26
TSE, TUV, CE
GOST-R, SEPRO With PIPE :
Re 510 N/mm?
Rm 640 N/mm?
Av  -40°C60J
Elong. %25
With BFF :
Re 550 N/mm?
Rm 650 N/mm?
S2MoTiB c :008 b BCEd
TS EN 150 Si - 015 -20°C 453 ;-38 435 SPOOL « Specific applicability in Bine Steels. LBSMBIXTO
4 Mn: 110 Elomg. %21 e welding high-strength low- "1P€ Steels: : (X70)
APPROVALS Mo: 0.55 4‘00 BIG-PACK alloyed steels and creep- Boiler Steels: 16Mo3
S2MoTiB: B :0015 With BFB : 500 resistant steels.
CE, GOST-R, SEPRO Ti :0.15 Re 580 N/mm?
Rm 660 N/mm?
Av  -30°C60J
Elong. %28
With BAR :
Re 420 N/mm?
Rm 520 N/mm?
S3 Av -0°C60J Structural Steels: S355JR
TS EN ISO: -20°C 473 160 Specifl licabllity i Pipe Steels: L 360
S3 C 1012 Elong. %22 2.00 K 435 SPOOL : pecll I a.pp Icability In Boiler Steels: P 355 GH
AWS: S 020 2.40 welding high-strength low- Shin Construction Steels:
p Constructio :
EH10K M 150 With BFB - 431.(2)8 BIG-PACK allgyed steels and creep- ABD.E
/S\;PROVALS Re 420 N/mmzz 5:00 resistant steels. Fine-grained Steels: P 355N,
: Rm 500 N/mm 5355N
TSE, CE, GOST-R, SEPRO Ay @°C 1301
-40°C 473
Elong. % 22
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S GeKa

STANDARDS

TS/EN/AWS MECHANICAL

PROPERTIES OF PACKAGE
WELD METAL TYPE
TYPICAL

APPLICATIONS FEATURES

OF WELDING
WIRE
% (TYPICAL)

Z
29
U
=0
I:-IEJD_
0%

O

APPROVALS

With BFF :

Re 490 N/mm?
S3Si Rm 580 N/mm?
TS N (56 B jggfci‘;gj « Applicability in welding
S3Si Elong. %26 general-purpose structural
AWS: steels ranging to S355JR,
EH 12K ; With BFB : &0 as well as in welding fine-
S3Si + ELIFLUX BFF: g : 822—85 Re 460 N/mm? igg REEDSCL grained steels with tensile  Fine-Grained Structural Steels:
B, (K, 2 N'( gy Rm 550 N/mm? ' i strength values of up to 520 P 460 N -S460 N
S3Si+ELIFLUX BFB: n:160-1.80 o 4.00 BIG-PACK .

Av. -40°C60J 500 N/mm?, steam boilers
ABS CE Elon S made of the material 19 Mn
S3SI:+ELIFLUX BAB-S:
ABS, CE With BAB-S: 6, in ship welding and pipe
S3SI:TSE, CE, GOST-R, Re 545 N/mm? welding.
SEPRO Rm 645 N/mm?

Av  -40°C60J

Elong. %26

With BFF :

Re 540 N/mm?

Rm 630 N/mm?

Av -0°C110J
iémg -40°C 653 3

: C :010 Elong. % 27 « Suitable for high-quality

S3Mo Si 1015 4313(()) RSl welding of Mo-alloyed Fine-Grained Structural Steels:
A Mn:1.50 500 BIG-PACK steels, boiler sheet steels P 460 N - S460 N
2l Mo: 0.50 With PIPE : ' and fine-grained steels.
seliiter Re 530 N/mm?
TSE, CE, GOST-R, SEPRO B G20 Wi

Av  -0°C1001J

-40°C 50J
Elong. % 25
Pipe Steels:
L 360 MB (X52)
L 385 MB (X56)

A * S3NiMo 1 is a nickel- L 415 MB (X60)
Tssémslyol c 012 \F?;'th 5BchF) N e molybdenum-alloyed, L 450 MB (X65)
S3MiNol Si :0.20 Rm 650 N/mm? 3.20 K 435 SPOOL copper-coated wire L 485 MB (X70)
AWS: Mn: 175 A oRC1000 4.00 designed for submerged L 555 MB (X80)
EF3 Mo: 0.55 _40°C 60 J 5.00 BIG-PACK arc welding of structural Pressure Vessel Steels:
S3MiNo1 Ni :0.90 Elong. %21 steels and higher tensile 20MnMoN:i5-5
GOST-R, SEPRO, CE strength steels. Fine-Grained Steels:

S 380N, S500 N,
S 380 NL, S 500 NL,
S SS0QL1
With BFF :
Re 740 N/mm?
Rm 850 N/mm?
S3NiCrMo2.5 Av. -20°C90J « S3NICrMo 2.5 is a CrNiMo-
TS EN ISO: c o1l DG alloyed copper-coated
S3Ni2.5 NiCrMo S -017 -60°C ’;”'”'27 J 2.40 wire designed for submerged
AWS: Mn:1.40 Elong. % 20 3.20 RSl arc welding of high- Fine-Grained Structural Steels:
M (), Mo: 055 4.00 strength quenched, S 550QL1, S690QLL
S3NICrMo2.5: Ni :2.40 500 BIG-PACK " Py————
e L ) e With BAB-S - empered structural steels
S3NICrMo2.5+ALIFLUX BFF: Re 735 N/mm? and extra-high tensile
ABS, CE Rm 855 N/mm? strength steels.
Av  -20°C70J
-40°C60J
Elong. %18
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STANDARDS
TS/EN/AWS

APPROVALS

ELOX UP 308 L

AWS:
ER 308 L
GOST-R, SEPRO

ELOX UP 309 L
AWS:

ER 309 L

GOST-R, SEPRO

ELOX UP 316 L
AWS:

ER316 L

GOST-R, SEPRO

ELOX UP 410
AWS:

ER 410

GOST-R, SEPRO

ELOX UP 430

AWS:
ER 430
GOST-R, SEPRO

P
29
O
=0
%n_
0%

O

Si
Mn
Cr
Ni

Si

Mn:
12340
:12.30

Cr
Ni

Si

Mn:
:18.0
:11.30

Cr
Ni

Si

Mn:
113.20
:0.40

Cr
Ni

Si

Mn:
:16.50
:0.20

Cr
Ni

OF WELD METAL
% (TYPICAL)

:0.01
:0.45
1185
:19.50
:9.50

:0.02
1045

170

:0.02
HOISS

225

:0.10
:0.30

0.40

:0.04
:0.40

0.50

MECHANICAL
PROPERTIES OF
WELD METAL
TYPICAL

PACKAGE

TYPE APPLICATIONS

Stainless Steel Submerged

* SAW welding of 13% Cr ferritic
stainless steels, high-carbon
steels of type 304 or stabilized
steels of type 347 or steels of

With ELIFLUX BSS :

2
i) 110 N 240 | K435SPOOL

by OGO 3.20 similar qualities, all of which are
o 400 | BIG-PACK used in the ph tical
196 °C: 40 J pharmaceutica
A5 41 cellulose, paper and food
production industries.

« Applicability on ferritic-Cr or
austenitic CrNi steels, austenitic
manganese steels, unalloyed
high-strength steels, heat-

With ELIFLUX BSS : 2.40 K 435 SPOOL treated steels.
Rm 540 N/mm? 3.20 « Usability in welding austenitic
AS 35 4.00 BIG-PACK stainless steels, in joint-welding

of different kinds of metals and
corrosion-resistant, stainless
steel to each other or to low-
alloyed steels.

* SAW welding of 13% Cr terrific
stainless steels, high-carbon
steels of type 316, low-carbon
stainless steels of type 316 L, all

With ELIFLUX BSS :

2
R &0 NYfi 240 K435SPOOL

o © C60 3 3.20 of which are used in machinery
“H07C:50 4.00 BIG-PACK and equipment parts at
-196 °C: 40 J
A5 39 production plants for food,
chemical, drug textile and similar
kinds of industries.
« Prefered use in the formation of
surfaces resistant to corrosion,
) wear and heat.
With ELIFLUX BSZS: 2.40 K 435 SPOOL o MEliriainee rerdness i
Rm 530 N/mm 3.20 o
A5 25 4.00 BIG-PACK temperatures of up to 500 °C.
« Resistance to formation of oxide
layers at temperatures up to
900 °C.
With ELIFLUX BSS : 2.40 K 435 SPOOL « Applicability in surfacing to
Rm 460 N/mm? 3.20 provide resistance to corrosion,
A5 20 4.00 BIG-PACK wear and heat.

www.gedikwelding.com

S GeKa

FEATURES

rc Welding Wires

X2CrNi 19 11, X5CrNi 18
10, X6CrNiTi 18 10,
X6CrNiNb 18 10, X2CrNiN
18 10, X10CrNiNb 18 10,
304, 304L, 304LN, 347,
321, A320B 8 C, A320 B
8D

X2 CrNiMo 18 14 3, X5
CrNiMo 17 13 3, X2 CrNiMo
17 13 2, X5 CrNiMoTi 17 12
2, X6 CrNiMoTi 17 12 2, X6

CrNiMoNb 17 12 2, X2

CrNiMoN 17 13 3, X2

CrNiMoN 17 12 2. 316,

316L, 316Cb, 316Ti

X 6 CrTi17, X 20 CrNi 17
2,431,430 Ti.

X6 CrTil7, X 20 CrNi 17
2,431,430 Ti.

25



S GeKa

STANDARDS
TS/EN/AWS

APPROVALS

ELIFLUX BAR
SAAR177 AC

S1:F6 AZ - EL 12

$2: F7 AZ - EM 12
ELIFLUX BAR:

GOST-R, CE, SEPRO

$1: BV, DNV, TL, GL,
ABS, LR, CE

$2: BV, ABS, CE

ELIFLUX BFB
SAAB 168 AC H5

S1: F7 A2 - EL12

S2: F7 A4-EM 12

S2Si: F7 A2-EM 12 K
S3Si: F7 A4-EH 12 K
S2Mo: F8 A4-EA2-A2
ELIFLUX BFB:

GOST-R, CE, SEPRO

S2: BV, DNV, TL, GL, ABS,

LR, CE, RINA, NK, RS, CE
S2Si: LR, ABS, CE, BV
S2Mo: BV, ABS, CE

S3Si: ABS, CE

ELIFLUX BMS
SA CS/MS 168 AC

S1: F6 AZ-EL 12

S2: F6 AO-EM 12
S2+ELIFLUX BMS:

BV, ABS, CE

ELIFLUX BMS:

GOST-R, CE SEPRO

ELIFLUX PIPE
SAAB 178 AC H5

S2: F7 A4-EM 12

S2Mo: F7 A4-EA2-A2
S3Mo: F8 A4-EA4-A4
ELIFLUX PIPE:

GOST-R, CE, SEPRO

26

CHEMICAL
COMPOSITION
OF WELD METAL

% (TYPICAL)

S1

C :0.07
Si :0.50
Mn:1.10

S2

C :0.07
Si :0.60
Mn:1.35

S1

C :0.06
Si :0.25
Mn:1.20

S2

C :0.07
Si :10.35
Mn:1.50
S2Si

C :0.05
Si 1 0.40
Mn:1.25

S3Si

C :0.07
Si :0.40
Mn:1.80

S2Mo

Si ©0.40
Mn:1.40
Mo:0.50

S1

C :0.05
Si :0.80
Mn:1.10

S2

C :0.04
Si :0.45
Mn:1.27

S2

C :0.05
Si :0.40
Mn:1.35

S2Mo

C :0.06
Si :0.40
Mn:1.40
Mo:0.50

S3Mo

C :0.06
Si :0.40
Mn:1.60
Mo: 0.45

MECHANICAL PROPERTIES OF
WELD METAL TYPICAL

www.gedikwelding.com

s1
Re : 360 N/ mm?
Rm  : 460 N/mm?
Av 1 0°C473
Elong. : % 26
S2
Re : 400 N/ mm?
Rm  : 500 N /mm?
Av 1 0°C60J
Elong. : % 30
: 380 N/mm?
oy
- 4on S25i
54328 SeH Re  : 430 N/mm?
Rm  : 530 N/mm?
R
L 4SO NI, Elong.: %28
el e :
- Re : 490 N/mm
97509 rm 600 Nﬁmmz
Av :0°C90J
-40°C60J
. 460 N/mm? Elong. : % 26
. 550 N/mm?
: -40°C60J
C %27
s1
Re : 395 N/mm?
Rm : 475 N/mm?
Av :0°C38J
Elong. : %24
S2
Re  : 390 N/mm?
Rm  : 485 N/mm?
AV -20°C69J
Elong.: % 30
S2
Re  : 460 N/mm?
Rm  : 550 N/mm?
AV -20°C753
-40°C50J
Elong.: % 26
S2Mo
Re  : 510 N/mm?
Rm  : 640 N/mm?
Av 1 -40°C60J
Elong.: % 25
S3Mo
Re  : 530 N/mm?
Rm  : 620 N/mm?
AV : 0°C100J
-40°C50J
Elong.: % 25

PACKAGE
TYPE

25 kg
Craft Bag
Basicity : 0.7

25 kg
Craft Bag

Basicity : 1.4

25 kg
Craft Bag
Basicity : 1.0

25 kg
Craft Bag

Basicity : 1.7

FEATURES

* A type of SAW rutile flux structured from
agglomerated aluminate.

« Applicability in single-pass joint welding and
fillet welding of particularly spiral welded pipes,
LPG cylinders, general-purpose construction
steels, boiler sheets and shipbuilding steels.

» Low consumption of flux. Basictiy: 0.7

« Straight and non-porous welding beads.

» Formation of very easily-removable slag.

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

« A type of submerged arc welding (SAW) basic
flux structured from agglomerated aluminate.

« Applicability in single- and multi-pass (butt)
joint welding and fillet welding of general-
purpose construction steels, shipbuilding
steels, boiler sheets, heat-resistant steels, and
fine-grained steels.

* Low consumption of flux.

« Basicity: 1.4

» High toughness of welding wire at low
temperatures.

« Formation of easily-removable slag.

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

* A type of SAW flux structured from
agglomerated manganese silicate and calcium
silicate.

« Basicity of the flux according to Boniszewski
formula is 1.0.

* Weld beads of excellent surface appearance
and with easily removable slag.

« High resistance to porosity caused by oil and rust.

« High capacity of current flow.

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

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

« SAW flux type composed of agglomerated
aluminate Basic.

« Basicity of the flux according to Boniszewski
formula is 1.7.

 Excellent removal of slag of weld beads formed
at high temperatures.

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

« Sufficiently high toughness of welding wires
obtained particularly by 2-pass welding
operations.

« Suitability for use in welding of high-strength
steels.

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



STANDARDS
TS/EN/AWS

APPROVALS

ELIFLUX BFF

SAFB 165 DC H5

S2: F7A4-EM 12

S2Si: F7A4-EM 12K
S2Mo: F8A4-EA2-A2
S3NiMo1:

FOA4-EF3 (mod.)-F3
S3NiCrMo2.5:
F11A8-EM4(mod.)-M4
S2Si: BV, ABS. CE
S2Mo: BV, ABS, DNV,
CE

S3Si: BV, ABS, CE
S3NICrMo2b5: ABS, CE
S3Si:Ni Cr Mo2.5: ABS,CE
ELIFLUX BFFX
GOST-R, SEPRO, CE

ELIFLUX BSS

SAFB265DC
ELIFLUX BSS:
GOST-R, SEPRO, CE

ELIFLUX BBR-
AG

SAAB 167 AC H5
S1: F6 AZ-EL12

S2: F7 A0-EM12
S2Si: F7 AO-EM12K
ELIFLUX BBR-AG
GOST-R, CE

ELIFLUX BAB-S
SAAB 168 AC H5

S2: F7A4 - EM12

S2Si: F7A4 - EM12K
S2Mo: F8A4 - EA2-A3
S3Si F8 - EH12K-EG
S3NiCrMo2.5:

F11A8 - EM4 (mod.)-M4
ELIFLUX BAB-S:

GOST-R, CE

CHEMICAL
COMPOSITION
OF WELD METAL

% (TYPICAL)

S2

C :0.05
Si 1 0.20
Mn: 1.00

S2Si

C :0.06
Si 1 0.30
Mn: 110

S2Mo

C :0.07
Si : 025
Mn: 115
Mo : 0.45

S3NiMol
C :0.09
Si : 025
Mn: 1.65
Mo : 0.55
Ni : 0.90

S3NiCrMo2.5
C :0.06
Si : 0.30
Mn: 1.50
Mo : 0.50
Ni : 220
Cr : 050

- ELOX UP 308 L

- ELOX UP 309 L
- ELOX UP 316 L
- ELOX UP 410
- ELOX UP 430
S1
C :0.06
Si 1 0.30
Mn: 0.90
S2
C :010
Si : 035
Mn: 1.20
S2Si
C :0.07
Si : 0.40
Mn: 1.30
S2
C :0.08
Si : 0.40
Mn: 1.50 S2Si
C :0.07
S3Si Si ;045
C :0.07 Mn: 1.60
Si 1 0.60
M : 170 S2Mo
: C :0.07
S3Ni Cr Mo 2.5 Si 055
C 005 Mn: 1.70
Si 1 0.65 Mo 0.50
M : 1.80
Mo: 0.48
Ni : 2.05
Cr: 0.35

MECHANICAL
PROPERTIES
OF WELD METAL
TYPICAL

S2
Re © 410 N/mm?
Rm  : 520 N/mm?
Av 1 -30°C 703
-40°C60J
Elong. : %24
S2Si
Re : 450 N/mm?
Rm 1 540 N/mm?
Av 1 -40°C65J
Elong. : %23
S2Mo
Re : 480 N/mm?
Rm  : 570 N/mm?
Av 1 -40°C70J
Elong. : %27
S3NiMol
Re . 580 N/mm?
Rm  : 650 N/mm?
Av 1 -20°C100J
-40°C60J
Elong. : %21
S3NICrMo2.5
Re : 740 N/mm?
Rm  : 850 N/mm?
Av : -20°C 907
-40°C 853
-60 °C min.27J
Elong. : % 20

Mechanical properties
are indicated on the page 25th

s1
Re : 370 N/mm?
Rm  : 480 N/mm?
Av 1 0°C55J
Elong. : % 24

S2

Re © 410 N/mm?
Rm 490 N/mm?
Av : -20°C50J
Elong. : % 32

s2si

Re © 420 N/mm?
Rm 510 N/mm?
Av 1 -20°C50J
Elong. : % 29

S2
Re  :440 N/mm?
Rm  :550 N/mm? s2Mo

Av :-30°C100J Re  :490 N/mm?
Elong. : % 28 Rm  :600 N/mm?
o5 AV :-40°C60J
Re 430 N/mm? FOn9 %26

Rm  :530 N/mm®  S3NICrMo 2.5

Av :-30°C70J Re  :735N/mm?
Elong. : % 28 Rm  :855N/mm?
— AV :-30°C70J
Re  :545N/mm? =“0CED
Rm  :645N/mm? Elong. :%27

AV :-40°C60J

Elong. : % 26

PACKAGE

TYPE

25 kg
Craft Bag
Basicity : 3.0

25 kg
Craft Bag
Basicity : 2.45

25kg
Craft Bag

Basicity : 1.1

25 kg
Craft Bag
Basicity : 2.1

www.gedikwelding.com
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FEATURES

« This is fluoride-basic agglomerated flux.

« The basicity index of this flux is 3.0 according
to Boniszewski's formula.

 This flux is suitable for welding high-strength
low-alloyed steels.

« Prefable for use with wire electrodes which
have a higher manganese level.

« Recommended for multi-pass welding in
particular when there are high toughness
requirements.

« Requirement of re-dyring at 300-350 °C for
2 hours.

A type of fluoride-basic flux for SAW.

» General use in submerged arc welding of
stainless steel materials.

« Very high corrosion resistance.

« VVery good mechanical properties.

« Formation of easily-removable slags.

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

« Agglomerated aluminate-basic type welding
flux.

« Especially suitable for single pass joining and
fillet welding of LPG cylinders, welded spiral
pipes (with S2 combination up to X S2 pipe)
general construction, steels, boiler plates and
ship plates.

* The weld bead looks more like a rutile-type
weld bead.

« Easily-removable slag.

« Before use: The welding flux should be dried
for 2 hours between 300-350 °C.

* SAW type flux composed of agglomerated
aluminate-Basic.

* Weld beads of excellent surface appearance.

« Slag can be removed easily.

« This product has high current-carrying capacity.

* GeKa ELIFLUX BAB-S is suitable for multi-pass
and tandem welding especially
for the manufacture or spiral pipes.

« It has suitable of high working speed.

« Suitable for the use of welding of high-strength
steels.

« Requirement of re-drying at 300-350 °C for 2
hours.
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Istanbul
Sedik
University

Starting point
of your career...

FACULTY OF ARCHITECTURE AND FINE ARTS
- Architecture
- Fashion and Textile Design
- Interior Architecture and
Environmental Design
-Visual Communication Design

FACULTY OF ECONOMICS ADMINISTRATIVE
AND SOCIAL SCIENCES

- Political Sciences and Public Administration

- International Relations

- International Trade and Finance

FACULTY OF ENGINEERING

- Electrical-Electronics Engineering

- Mechanical Engineering

- Mechatronics Engineering .

- Metallurgical and Material Engineering ta

FACULTY OF SPORT SCIENCES
- Coaching Education
- Physical Education and
Sports Education
- Sports Management

VOCATIONAL SCHOOL PROGRAMS

- Accounting and Tax Applications - Electricity - Medical Imaging Technologies
- Banking and Insurance - Foreign Trade - Non-Destructive Testing

- Biomedical Equipment Technologies - Graphic Design - Occupational Health and Safety
- Chemical Technologies - Justice - Public Relations and Publicity

- Civil Aviation Cabin Services - Mechanics - Welding Technology

- Computer Programming - Mechatronics

FOREIGN LANGUAGES VOCATIONAL COLLEGE

JOIN US FOR BETTER EDUCATION AND RESEARCH...

www.gedik.edu.tr




e

Double Major

Diploma
from Jedik...

Gedik Educational Foundation (GEV) provides regular
education and training programmes for;

¢ |International Welding Engineers (IWE)
¢ International Welding Technicians (IWT)
e International Welding Inspectors (IWIP)

in Istanbul.

JOIN US TO ADD ONE NEW EXPERTISE AND DIPLOMA...

GEV - Associated Member of
[IW.and EWF in Turkey
\\

www.gedikegitimvakfi.org.tr




Expertise from
Sedik...

Gedik Test Center offers destructive and non destructive
tests in the fields of pipeline production, shipbuilding,
steel construction, energy and automotive industries.

Participants of training and certification programs receive
TS-EN ISO 9712 international non-destructive expertise
certificate approved by TURKAK with accreditation
according to TS EN ISO / IEC 17024 standards. Personel

TS EN ISO/IEC 17024

—, , |
www.gediktest.com




Guide Your Career
with Sedik...

Gedik Educational Foundation (GEV) organizes educational programmes to
contribute to Turkey's qualified work power in welding technology. Engineers,
technical teachers, welding personnel and quality system experts from welding
manufacturing sector and academia can participate to the seminars.

Seminar Subjects

EN 15085 Railway Applications - Welding of Railway Vehicles and Components
TS-EN 1090 Execution of Steel Structures and Aluminium Structures

TS-EN ISO 9606 AQualification Testing of Welders

TS-EN ISO 3834 Quality Requirements for Fusion Welding of Metallic Materials
TS-EN ISO 14731 Tasks of Welding Coordination Staff

www.gedikegitimvakfi.org.tr
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Sedik Robot

Designs,
Applies,
Educates...

Gedik Robot, designs and
installs robotic automation
systems for the industry.

Gedik Robot with the
cooperation of Istanbul
Gedik University Robotics
Applications and Research
Center provides periodic
trainings for technical
personel, robot operators,
mechatronic engineers
and students.

www.gedikwelding.com
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Metal finds its form at
S edik Casting...

Gedik Casting and Valves
operates since 1967 in the fields of

¢ Sand Casting
¢ Investment Casting
* Production of Valves

The valve division has production capacity

of approx. 250.000 pieces of various

.. Sizes and types of valves per year under
Y the brand name of TERMO®.

'\ The valves are used for heating, ventilation,

steam, hot water, hot oil, natural gas and

L@l kinds of chemical fluids in industrial

: “plants, power plants, chemical, petrochemical
" andishipbuilding industries.

www.gedikdokum.com




< edik Welding

Power for Joining the Continents...

Flux cored welding wire ELCOR B 70
has been selected for the construction
of MARMARAY TUNNEL built under the
Bosphorus of Istanbul

We joined the continents with
52 years of experience...

WE ARE PROUD...

Gedik Welding
since 1963

www.gedikwelding.com
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s Gedik Welding

Gedik Kaynak Sanayi ve Tic. A.$.
Ankara Caddesi No:306 Seyhli 34906 Istanbul / Turkey
P +90 216 378 50 00 F +90 216 378 20 44 info@gedikwelding.com

www.gedikwelding.com

s Gedik Casting and Valve

Gedik D6kum ve Vana San. ve Tic. A.S.
Ankara Caddesi No:306 Seyhli 34906 istanbul / Turkey
P +90 216 307 12 62 F +90 216 307 28 68-69 termo@gedikdokum.com.tr
Manufacturing Plant
Sakarya 2.0SB 11 No'lu Yol No: 6 54300 Hendek - Sakarya / Turkey
P +90 264 290 12 00 F +90 264 290 12 21 dokum@gedikdokum.com.tr

www.gedikdokum.com

s Gedik Educational Foundation

Gedik Egitim ve Sosyal Yardimlasma Vakfi
Ankara Caddesi No:306 C Blok Seyhli 34906 Istanbul / Turkey
P +90 216 378 50 00 F +90 216 378 20 44 gev@gedikegitimvakfi.org.tr

www.gedikegitimvakfi.org.tr

iSTANBUL

Gedik University

istanbul Gedik Universitesi

Cumbhuriyet Mahallesi, ilkbahar Sokak No: 1-3-5 34876 Yakacik-Kartal-istanbul / Turkey

P +90 216 452 45 85 - 4445438 F +90 216 452 87 17 info@gedik.edu.tr
www.gedik.edu.tr

s Gedik Test Center

Gedik Test Merkezi
Ankara Caddesi No:306 Seyhli 34906 Istanbul / Turkey
P +90 216 378 79 41 F +90 216 378 20 44 info@gediktest.com

www.gediktest.com

www.gedikwelding.com
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ZS Gedik Welding

Joining Since 1963...

s GeKa

Gedik Welding Inc.
Ankara Caddesi No: 306 Seyhli 34906 Istanbul / Turkey
P +90 216 378 50 00 F +90 216 378 20 44 |
www.gedikwelding.com info@gedikwelding.com

< Gedik Holding
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