


• • •

 

equipment and more than 400 years of experience in 

steel making.

• • •

Narrow dimensional tolerances, exceeding 

• • •

 

• • •

Strong in-house R&D Department and broad applied 

 

customers’ needs.



SIDUR˙

SIDUR steels are produced within a hardness range from 220 to 540 HBW. Compared to non-alloyed structural steels, SIDUR plates 

 

materials is required.

-

-

-

– increasing hardness with exposure to wear

S355

Thickness

S355

Years



According to EN ISO 6506-1. Measured 0.5–2 mm below the surface.

0.18 0.6 1.6 0.001 0.012 1.2 0.5

0.22 0.6 1.6 0.003 0.012 1.3 0.5

0.26 1.0 1.5 0.002 0.012 1.0 1.0 0.5 0.004

0.27 1.0 1.5 0.002 0.012 1.0 1.0 0.5 0.004

0.29 1.0 1.5 0.002 0.012 1.0 1.0 0.5 0.004

0.12 0.5 1.8 0.001 0.015 2.1 1.3 0.25

1.3 0.4 13 0.001 0.02 0.55

max. 0.46 max. 0.59 max. 0.67

max. 0.49 max. 0.59 max. 0.74

max. 0.59 max. 0.66 max. 0.75

757 888 13

903 1080 17.5

934 1140 17

918 1060 11

907 1050 11.5

911 1125 14

220–280 260–340 360–440 420–470 460–540 Min. 300 HB Max. 240 HB

Rolled Rolled Quenched and 

tempered

Quenched and 

tempered

Quenched and 

tempered

 

annealed

750 940 15

820 1030 15

900 1300 12

1100 1450 10

1300 1650 8

660 1000 10

350 800–1000 30

Typical values for 15 mm plate thickness

knives, gears, bearings, loaders, buckets, slurry pipe systems,  



*Must be agreed before ordering

According to EN 10163-1.

 Thermal cut and sheared edges must be properly prepared before bending.

-

-

even if the steel was not preheated.

8–60 1000–2500 2000–12000

8–60 1000–2500 2000–12000

8–110 1000–2500 2000–12000

8–100 1000–2500 2000–12000

8–100 1000–2500 2000–12000

6–60 1000–2500 2000–12000

2–80 1000–2500 2000–12000

Thickness Transverse Longitudinal Transverse Longitudinal Springback

3.0

4.5

4.0

5.0

10.0

12.0

10.0

12.0

9–13

4.0

5.0

5.0

6.0

10.0

12.0

12.0

14.0

11–18

5.0

7.0

6.0

8.0

12.0

16.0

14.0

18.0

12–20

laser

-
blow-pipe system / furnace / torch / 

- -

- -

- Min. 3 min/mm at min. temperature - -

- -



 

 

 be welded with suitable hardfacing welding materials.

 

 cover layers with suitable welding materials.

-

-

• 

• 

• 

-

-

faces with welding metal should always be ground to white. Consumables must be properly stored, always according to the manufac-

to make sure the energy intake is as low as possible. 

8 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80

Room temp. 75 100 175

Room temp. 125 150

Room temp. 175 200

225

225

225

SAW Fluxes / 
Wires

SA FB 1 55 AC H5/S 3  FBTT/EPP3 • • • • • •

SA FB 1 55 AC H5
FBTT/Filtub 132 • • • •

FBTT/Filtub 138 • • • •

Electrodes 
MMAW

E 42 4 B 32 H5 EVB 50 • • • •

E 42 6 B 42 H5 EVB 55 • • • • •

Flux-cored wires 
FCAW

T 46 4 M M 1 H5 Filtub 12M • • • •

T 42 4B C3 H5 / 
T 42 4B M3 H5

Filtub 12B • • • • •

VAC 60 • • • •

VAC 65 • • • •

Electrodes 
MMAW

E 692MN2NiCrMoB42 EVB 75 • • • •

Electrodes 
MMAW

E 692MN2NiCrMoB42 EVB 80 • • • • •

E 89AMn2NiCrMoB42 EVB 100 • • • •

Flux-cored wires 
FCAW

T 69 4 Mn 2Ni Cr Mo M 
1 H5

Filtub 32M • • • •

T 69 6 Mn2NiCrMo B M 
Filtub 32B • • • •

Mn3Ni1CrMo • • • • •

Electrodes 
MMAW

Fe 1
E DUR  250 •

E DUR  300 •

Fe 2 E DUR  500 •

Fe 3 E DUR  400 • •

Fe 8 E DUR  600 •

Flux-cored wires 
FCAW

Fe 1
Filtub DUR 3 • •

Filtub DUR 5 • • •

Fe 7 Filtub DUR 12 • •

~Fe 3
Filtub DUR 15/
DUR 16

• •

E 307 T0-1 FilCORD 307 •

Electrodes 
MMAW

E 18 8 Mn B 22 Inox B 18/8/6 • • • • • •

18/8/6Si
• • • • • • •

SAW Fluxes / 
Wires

SA AF 2 54 DC/ S 18 8 Mn FB33/ EPP 18/8/6 • • • • • •



 and  in 

“Where extreme wear on knives and other components is expected, the choice of 

-

-

ances allow us to omit surface treatment for some types of industrial knives and 

abrasive wear on industrial knives and wear parts, we recommend welding on 

-

mance of our clients.”



SIMAXX˙

Same strenght at lower thickness

S355

10 20 30 40 50 60

Yield strenght comparison

Non-alloy steel

200 400 600 800 1000



Quenched and tempered + shotblasted + primed

0.18 0.5 1.5 0.002 0.012 1 1.20 0.5 0.005

0.18 0.5 1.5 0.002 0.012 1 1.20 0.5 0.005

0.19 0.5 1.6 0.002 0.012 1.2 1.20 0.6 0.005

690 770–940 14

890 940–1100 11

960 980–1150 10

Values valid for plates up to 50 mm in thickness. According to EN 10025-6 + A1

Q –20 27

QL –40 27

–60* 27

According to EN 10025-6 + A1

forestry machines, bridges, light building structures, mining buckets, mining shovels, mining trucks, polygrabs, refuse vehicles, spe-



*Must be agreed before ordering

According to EN 10163-1.

-

8–100 1000–2500 2000–12000

8–60 1000–2500 2000–12000

8–60 1000–2500 2000–12000

Thickness Transverse Longitudinal Transverse Longitudinal Springback

2.0 3.0 7.0 8.5 6–10

3.0 4.0 8.5 10.0 8–12



-

dried before welding.

| The consumables determine the preheat temperature if its carbon equivalent is higher than that of the plate | Room temperature 

8 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90

Room temperature 75 100

75 100
Not available in this thickness range

75* 100

225

150–175

150–170

E 692Mn2NiCrMoB42
EVB 75 •

EVB 80 •

E 89AMn2Ni1CrMoB42 EVB 100 • •

EVB 100Extra •

T 89 4 Mn2Ni1CrMo BM3 H5 Filtub 38B • •

Filtub 32B •

T69 6 Mn2NiMo B M Filtub 32M •

Filtub 38M • •

Mn3Ni1CrMo •

• •

Mn4Ni2,5CrMo •

SA FB 1 55 AC H5
FBTT/Filtub 132 •

FBTT/Filtub 138 • •



We test each plate to ensure consistent quality you can rely on.

to EN ISO 6506-1 or EN 10003-1. Tests are performed in an ac-

10204/3.1 is issued for each delivery. By agreement, an inspec-

agency can be provided.

A/SA578 can be performed.



-

-

-

-

welding consumables have been carefully developed, taking the 

-



This is symbolised by the  in our corporate logo and the




