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Dimensions
According to delivery program

Thicknesses < 80 mm (other dimensions on request)

C Si Mn P Cr Mo B Al
0,22 0,40 1,50 0,015 0,005 1,20 0,40 0,005 0,100
HAbez: Ti 2/ f V 2/ MNb. / In addition: Ti or/ and V or/and Nb.
W) A F A 5 Y FI/ We reserve the right to change the chemical composition.
AL #4433 R/ Typical Chemical Composition (Heat Analysis in %)
JE BE/ Thickness @ Si Mn P S Cr Ni Mo B Nb CEV
15 mm 0,17 0,45 1,30 0,009 0,001 0,25 0,05 0,15 0,002 0,02 0,48
50 mm 0,19 0,35 1,30 0,009 0,001 0,98 0,05 0,20 0,002 0,02 0,65
MLk AE | Mechanical Properties
1/ Hardness
410-470
20 mmuiBi{E / Typical values for 20 mm
{53 JEMRIREE Ry o2 HUhIBREE Ry, TR As I
Hardness Yield Point R, Tensile Strength R, Elongation at Rupture A5 Notch Impact Energy
450 1.135 1.390 9 40J
A2 4 AR Number of Tests
(57 A7y One hardening test per heat.
nIae Processing*
£ Cold Forming

PERMOHFELITE, WAMM, SEEREN. MRAFE, 7
TEYT L AR L R W A, R s 2 E R T AT R
2 T WS> 22 5% W R AR A ATL AR 1 B R T S AR o A
W, AT B ERIT TR A RSB A TR R
P& LR T

FEHTEHHT: <8 mm 3,0 x #iE; 8 mm - 18 mm 3,5 x
HRJE; > 18 mm — 50 mm 4,5 x )&

WELHI T ) < 8 mm 3,5 x #iE; 8 mm — 18 mm 4,5 x 1R )E; >

18 mm — 50 mm 5,0 x f &

The surfaces must be free from grooves, burrs must be removed.
If necessary, lubrication of the matrix width and/or bending in
multiple stages is recommended. Shot blasting can influence
cold forming. Recommendable is a sufficient lubrication and or
bending in several steps and, furthermore, the use of a rotating
die edge radius. The following bending radii are possible:
Transverse to rolling direction: < 8 mm 3.0 x thickness;

8 mm — 18 mm 3.5 x thickness; > 18 mm — 50 mm 4.5 x thickness
Longitudinal to rolling direction: < 8 mm 3.5 x thickness;

8 mm— 18 mm 4.5 x thickness;, > 18 mm — 50 mm 5.0 x thickness
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Milling

Drilling with cobalt-alloyed high-speed steels HSSCO, the
cutting speed should be approx. 7— 9 m/min. Mandatory is a

sufficient cooling.

Flame Cutting

The material temperature should be at least room temperature.
We recommend the following preheating temperatures: for plate
thicknesses > 10 mm up to 100 °C, > 30 mm up to 150 °C and

> 60 mm up to 175 °C.

Welding

BRINAR®450 is suitable for all known welding methods. The
material temperature should be at least room temperature. We
recommend the following preheating temperatures: for plate
thicknesses > 25 mm up to 125 °C, > 40 mm up to 150 °C,

> 60 mm up to 175 °C. The inherent stress level of the construc-
tion always has to be observed when opting for the preheating
temperature. Interpass temperature should not exceed 250 °C.

When choosing a suitable electrode,

it should be noted to what

extent the welding seam is exposed to wear.
These indications are standard values only. In general, indica-
tions of SEW 088 should be adhered to.

*HT 0 T a1 R R Rk = A LA e R G . 1 Cracks as a result of internal tensions provoked by further processing cannot be

claimed.

#7844/ Recommended Welding Consumables

PREETT Ik
Welding Method

T LA/ Manual arc welding /
MMA, SMAW (1117)

Y Submerged arc welding /
UP / SAW (121)
SRR MAG SEiHELL4] GMAW (1351)
Solid wire / GMAW (135')
Zhiustage/ FCAW (1367
Cored wire /| FCAW (136")

SRR SRR IR WIG / GTAW,
TIG (141")

T DIN EN ISO 4063
*— B A FESF | one or more characters

SRRIRBI(IR AR Jieg)
Type of Electrode / Wire

DIN EN ISO 2560-A: E42**H**, E46™*H**

DINEN SO 14171-A: S 42 oder S 46™

DIN EN ISO 14341-A: G 35, G 36*, G 42**, G46™

DIN EN ISO 17632-A: T 35™, T 36™, T 42**, T46™

DIN EN ISO 636-A: W 42**, W 46™

ENISO 3581-A: 18 18 Mn/
EN ISO 3581-B: 307

ENISO 14343-A:B188Mn/
EN ISO 14343-B: SS307
ENISO 14343-A:B188Mn/
EN ISO 14343-B: SS307

EN I1SO 17633-A: T 18 8 Mn/
EN ISO 17633-B: TS307

EN ISO 14343-A:W 18 8 Mn/
EN ISO 14343-B: SS307



llsenburger Grobblech GmbH
Veckenstedter Weg 10

38871 llsenburg

Germany

Tel.: +49 39452 85-0

Fax: +49 39452 85-8161

E-Mail: ILG.Sales@salzgitter-ag.de
www.ilsenburger-grobblech.de

ILSENBURGER
GROBBLECH

Ein Unternehmen der Salegitier Gruppe

KGM ILG 0551a D,E 09/21



