
TYPE Graphite-coated electrode for cold welding of cast iron.

TOEPASSINGEN Graphite-coated electrode with nickel – iron core designed for cold welding of cast iron, grey 
iron (malleable), cast iron & steel coupling, ensuring high mechanical properties. Intended 
for all positions; suitable for machining; it has a coloring similar to cast iron. It is used for 
machine bases, pumps and transmission housings. The use of the lowest value of current 
and cleaning of the base material are recommended.

CLASSIFICATIE AWS A 5.15: ENiFe-CI
ASME SFA 5.15: ENiFe-CI

GESCHIKT VOOR ASTM: A 602, A 47, A 338, A 220
EN: (DIN 1691 GG10), (DIN 1693 G GG-50), (DIN 1691 GG15), (DIN 1693 G GG-60)
(DIN 1691 GG20), (DIN 1692 GTS-35-10), (DIN 1691 GG25), (DIN 1692 GTS-45-06)
(DIN 1691 GG30), (DIN 1692 GTS-55-4), (DIN 1691 GG35), (DIN 1693 G GG-40)
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CLASSIFICATION      APPROVALS 

AWS SPECIFICATIONS EN SPECIFICATIONS
AWS A 5.15: ENiFe-CI

ASME SFA 5.15: ENiFe-CI

   

ALLOY TYPE 

Graphite-coated electrode for cold welding of cast iron. 

APPLICATIONS 

Graphite-coated electrode with nickel – iron core designed for cold welding of cast iron, grey iron (malleable), 
cast iron & steel coupling, ensuring high mechanical properties. Intended for all positions; suitable for 
machining; it has a coloring similar to cast iron. It is used for machine bases, pumps and transmission 
housings. The use of the lowest value of current and cleaning of the base material are recommended. 

MATERIALS TO BE WELDED 

Others

A 602 (DIN 1691 GG10) (DIN 1693 G GG-50)

A 47 (DIN 1691 GG15) (DIN 1693 G GG-60)

A 338 (DIN 1691 GG20) (DIN 1692 GTS-35-10)

A 220 (DIN 1691 GG25) (DIN 1692 GTS-45-06)

(DIN 1691 GG30) (DIN 1692 GTS-55-4)

(DIN 1691 GG35)

(DIN 1693 G GG-40)

ASTM EN

WELDING GUIDELINES 

Preheat and PWHT are not required. In some cases a slight preheat at 300°C is recommended, followed by 
slow cooling. 

 TECHNICAL INFORMATION 

Welding positions: all positions  

WELDING PARAMETERS 

Current

Diameter (mm) 2.5 3.2

Length (mm) 300 350

Intensity (A) 50 ÷ 90 70 ÷ 110

AC / DC - (+) Straight polarity

TYPISCHE CHEMISCHE
ANALYSE VAN HET
VULMETAAL (%)

C 	 Si 	 Mn 	 S 	 Cu 	 Ni 	 Fe	
1.10 	 1.00	 1.00  	 0.015 	 2 .00	 50.00 	 Bal.

HERDROGEN 300°C / 2 hr

HUIDIGE TYPE AC, DC+

LASELEKTRODE 
GIETIJZER NI-FE

De vermelde technische waarden zijn gebaseerd op productspecificaties van de oorspronkelijke fabrikant en mag uitsluitend worden beschouwd als een 

algemene richtlijn. Door private label verpakking kunnen oorspronkelijke certificeringen en batch gebonden goedkeuringen vervallen tenzij expliciet meegeleverd.”

Lasboog
Afsmeltende 
beschermmantel
Smeltbad

Laselektrode 
Beschermmantel

Slak


