
NF-11H × Y-D
NF-11H × Y-DM3
NF-11H × Y-E

NF-11H × Y-E: Horizontal welding for HT550-610 MPa grades

NF-11H is a fused flux suitable to horizontal welding for a circumferential joint in a 

1. Flux should be dried at 200~350°C for 60 minutes or over before welding.
2. Foreign materials such as rust and oil in weld area should be completely 

speed should be less than 40 cm/min.
4. Recommended welding power source is a DC with drooping characteristic.

Flux Wire
Particle size,mesh Unit weight,KGS Recommended dia,mm Unit weight,KGS

2×X200 25 3.2 or 2.4 25

Wire   
Used

Typical chemical composition,% Tensile 
Strength,       

MPa

Base 
Metal

Charpy 2 V-notch,J

C Si Mn P S Mo 46°C 20°C 0°C

Y-D 0.08 0.41 1.84 0.021 0.008 590 HT490 69 110 150

Y-DM3 0.07 0.24 1.31 0.015 0.005 0.13 510 YP325 86 150

Y-E 0.09 0.29 1.63 0.023 0.005 tr. 640 HT610 60 110 150

Wire Dia.
mm

Groove Geometry
Pass 

number
Current

A
Voltage

V
Speed

cm/min
Heat input

3.2

BP

1 390-410 22-24 25 21-24

1)Horizontal angle of 
torch: 22.5 deg. 
2)Wire extension:
25mm
3)Burden height of  

2 390-410 22-24 35 15-17
3 390-410 22-24 30 17-20
4 390-410 22-24 40-45 11-15

FP

1 440-460 22-24 40 15-17
2 440-460 22-24 40 15-17

3 440-460 22-24 40 15-17

4 440-460 22-24 40-45 13-17


