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Fenicro®926 is an austenitic, special stainless steel that 
was developed by Wutmarc company. Due to higher 
molybdenum and nitrogen concentration in alloy 
Fenicro®926, it was received material with better 
properties. In particular, Fenicro®926 has as considerable 
bigger resistance to local corrosion in halide 
environment, and excellent mechanical properties. 
 

 Special characteristics of alloy Fenicro® 926: 
- very good resistance against pitting and crevice 
corrosion in halide environments and environments 
containing H2S, 
- increased resistance against corrosion of cracking in 
comparison with other austenitic corrosion-proof alloys, 
- excellent anticorrosive properties in oxidizing and 
recovery environments, 
- more improved mechanical properties, than at Fenicro® 
904L - Alloy 904L, 
- improved metallurgical stability in comparison with 
similar steels with content of nickel 18%, 
it is allowed to use for cameras of high pressure in case of 
work temperatures from -196°С to 400°С 

Material designations and standards 

Country Standard 
Material 

description 

Chemica
l 

composi
tion 

Specification 

Pipes 
Sheet/ 
plate 

Bar/ 
rod 

Strip Wire Forgings 
seamless welded 

Germany 
DIN EN 1.4529 

X1NiCrMoCuN25-20-7 

10088-7 
10088-1 

  
10088-7 
10088-2 

10088-3 10088-2 10088-3  

VdTÜV 502   502 502   502 

France AFNOR X1NiCrMoCuN25-20-7 10088-1   10088-2 10088-3 10088-2 10088-3  

UK BS X1NiCrMoCuN25-20-7 10088-1   10088-2 10088-3 10088-2 10088-3  

USA 

ASTM 
ASTE 
Code 
Case 
NACE 

  

B 677 
SB 677 

N 453-1 
2120 

B673/674 
SB 673/674 

N453 
2120 

B 625 
SB 625 
N454 
2120 

B 649 
SB 625 
N 454  
2120 

B 625 
SB 625 
N454 
2120 

 
N 455 
2120 

 

Chemical composition, % 

 Ni Cr Fe C Mn Si Cu Mo N P S 

Min 
Max 

24.0 
26.0 

20.0 
21.0 

rest 
 

0.02 
 

1.0 
 

0.5 
0.5 
1.5 

6.0 
7.0 

0.15 
0.25 0.03 0.01 

 

Typical physical properties at room and high temperatures 

Density 8,1 g/cm
3
 0.293 lbf/in

3
 

Melting range,  1320-1390°C 2400-2530°F 

Magnetical inductive capacity at 20°С/68°F <1.001 

Temperature Specific heat Heat conductivity Electrical resistance Elastic modulus 
Expansion 
coefficient 

from 20
о
С to T 

о
С 

о
F J/kg K 

Btu/Ib 
o
F 

W/m·K 
Btu In.

Ft h °F
 µΩcm 

Ωcirc mil

ft
 

KN/mm
2 10³ksi 10

-6
/K 10

-6
/

o
F 

20 68 415 0.098 12.0 83 96 577 193 28   

93 200  0.103  89  594  27 16.6 9.2 

100 212 435  12.9  99  186  16.6 9.2 

200 392 470  14.4  104  179  16.6 9.2 

204 400  0.112  100  626  26 16.6 9.2 

300 572 495  16.5  108  173  16.6 9.2 

316 600  0.118  117  656  25 16.6 9.2 

400 752 510  18.5  112  168  16.6 9.2 

427 800  0.122  131  679  24 16.7 9.3 

500 932 520  20.1  115  163  16.9 9.4 

538 1000  0.124  143  695  23 17.0 9.4 

600 1112 525  21.6  117    17.3 9.6 
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Mechanical properties 
The following properties at the room and increased temperatures are valid for Fenicro® 926, solution-annealed condition. 
Indicators are valid for longitudinal and cross tests.  
 

Minimal mechanical properties Fenicro® 926  

Shape 
Yield strength Yield strength Tensile strength Elongation 

σ0,2 

N/mm
2
 

ksi 
σ1,0 

N/mm
2
 

ksi 
σв 

N/mm
2
 

ksi δ5, % 

Sheet and plate 
Strip 

Rod and bar 
295 43 340 49 650 94 35 

Wire  290-340 42-49   620-830 90-120 40 

 
 

Mechanical short-term properties in solution-
annealed condition at increased temperature, 
minimal values (in accordance with 502). 

 Мах. and conditionally allowed tensile strength acc. ASTM 
Code Case 2110 

Temperature (Т) 

Maximal allowed tensile strength 

N/mm
2
 ksi 

Temperature (Т) Yield strength, σ0,2 Yield strength, σ1,0 
  1)  1) 

 38 100   26.9 23.5 

°С °F N/mm
2 

ksi N/mm
2 

ksi  93 200   24.1 26.9 

93 200 235 34.1 284 41.2  100 212 <163> <185> <23.6> <26.8> 

100 212 230 33.4 270 39.1  149 300   21.5 26.2 

200 392 190 27.6 225 32.6  200 392 <138> <172> <19.9> <24.9> 

204 400 189 27.4 224 32.5  204 400   19.7 24.8 

300 572 170 24.7 205 29.7  260 500   18.7 23.7 

316 600 169 24.5 202 29.3  300 572 <125> <159> <18.2> <23.0> 

400 752 160 23.2 190 27.6  316 600   18.0 22.8 

ISO-V Impact strength 
Average value 
150 J/cm

2
 at room temperature 

 343 650   17.7 22.4 

 371 700   17.5 22.0 

 400 752 <120> <149> 17.4 21.6 

 

 <> values determined by graphs/charts 1) Due to low yield 
strength of this material, the highest values of loading have 
been defined at a temperature when short-term tensile 
characteristics satisfy to usage of these alloys where a little 
big deformation is possible. The maximum values of loading 
exceed 66%, but don't reach 90% of yield strength at the 
specified temperature. Use of these loadings can lead to 
dimensional changes. Big loadings aren't recommended for 
flanges or sealing connections or other applications where 
insignificant deformations can lead to leaks or malfunctions. 

 

   

 
  

Corrosion-resistant alloy Fenicro®926/ Alloy 926 



www.wutmarc.com 3 
 

 

 

Metallurgical structure. 
Fenicro® 926 has a face-centered cubic lattice. 
Corrosion resistance. 
Fenicro® 926 much repeating the chemical composition 
of Fenicro® 904L but with bigger content of nitrogen up 
to 0,2 % and bigger content of molybdenum up to 6,5%. 
Pic. 1 shows the critical temperature of pitting corrosion 
in the test with ferriferous chloride depending on the 
sum of reagents, at the same time Fenicro® 926 distinctly 
shows high rates. At the same time resistance to 
provoked by pitting corrosion of corrosion of cracking 
increases. 
Content of nickel and nitrogen increases austenitic 
stability and reduces a tendency to formation of 
intermetallic phases during hot processing by pressure, a 
welding (in comparison with the alloys having lower 
content of these elements) (Pic.2.) . 
Content of nickel at the level of 25% together with 
magnificent resistance to local corrosion allocates 
Fenicro® 926 alloy with high resistance to corrosion 
cracking under loading and influence of ions of chlorine. 
Long tests of alloy in various calcareous mixes, with the 
content of chlorine from 10000 to 70000 per milles and 
the established levels рН and temperatures at the level of 
5-6 and 50-68°C respectively for 1 and 2 years of 
operation have shown that alloy has excellent corrosion 
resistance against pitting and crevice corrosion. 
 

 Fenicro® 926 is characterized by magnificent resistance to 
many chemical environments, such as sulfuric and 
phosphoric acid even at the raised temperatures and 
concentration which are polluted by chlorides and also 
for salt concentrated and crystallized environments 
where material shows the increased wear resistance. In 
view of its good anticorrosive stability in sea water 
Fenicro® 926 is applied also in constructions of platforms 
strengthening the coastline. Corrosion resistance of this 
alloy in easily aerated technical sulfuric acid is presented 
on Pic.3. The graph shows that Fenicro® 926 has good 
corrosion resistance (<0,1 mm/a) in easily aerated 
technical sulfuric acid concentration up to 60% and at a 
temperature up to 80°С (176°F). 
Moreover, Fenicro® 926 is specified in the 6th section of 
Your List ("Requirements to tanks for transportation of 
dangerous cargo") which is issued by German Federal 
Institute for Materials Research and Testing (BAM) in 
Berlin. 
Optimum indicators of resistance to corrosion are 
reached only on condition of purity of the material 
offered for application and also correctness of its 
metallurgical structure 

 

 

Pic. 2 - The diagram of time, temperatures and sensitivity 
at austenitic stainless steels from 6% of molybdenum and 
various content of nickel and nitrogen during test acc. 
SEP 1877 (II). 

 

Pic. 1 - Critical temperature of pitting corrosion in 
10%РеС13х6 Н20-solution as function of influence in 
comparison with some stainless steels and nickel alloys. 

Pic. 3 - The corrosion chart of Fenicro® 926 in poorly 
diluted sulfuric acids of technical purity received during 
the experiments with immersion and an indicator over 
min. 120 h 
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Application area. 
Fenicro® 926 is diverse used material which is applied 
in many fields of the industry. 
Typical application area: 

•bleaching installations in production of a cellulose 
pulp, 

•polished rods for corrosive oil tanks, 
•pipelines and linings, wire ropes and the systems of 

product lines in production of high-sulphurous gas. For 
application in the environment of high-sulphurous gas 
alloy is specified in standart Mr0175 of NACE list, as 
allowed to the 5th level of use in the annealed or cold-
rolled condition at the maximum level of durability of 
35 HRC, 

•components of installations for removal of sulfur 
from combustion gases, such as gates and exhaust 
pipes, 

•evaporators, heat exchangers, filters and mixers 
used by production of phosphoric acid, 

•systems of transportation and cooling of sulfuric 
acid, 

•installations for liquid distillation, •production of 
organic derivatives by a catalysis of the acids 
containing chlorine, 

•installations for concentration and crystallization 
connected with extraction of salt by evaporation, 

•fire extinguishing systems. Filtration of sea water, 
hydraulic and injection systems of the coastal 
equipment 

• flexible pipelines for the coastal industry 
•tanks for transportation of aggressive chemical 

objects 
Processing and heat treatment. 
Fenicro® 926 is well processed by ordinary industrial 
processing equipment. Nevertheless, at hot and cold 
deformation the powerful equipment is required, 
because of high durability of material. 
Heating. 
The processed products have to be cleaned and not 
contain any impurity both before, and during heat 
treatment. 
Fenicro® 926 can become fragile when heating in the 
presence of such impurity as sulfur, phosphorus, lead 
and other metals with a low temperature of melting. 
Marking and thermometric paints and pencils, 
lubricants, liquids and combustible materials can be a 
source of similar impurity. 
 

 Fuel has to contain as little as possible sulfur. Natural gas has 
to contain no more than 0,1 wt.-% of sulfur, and the content 
of sulfur in liquid fuel has to be not higher than 0,5wt.-%. 
Carrying out heat treatment in electric furnaces is 
recommended (in a vacuum or inert gas) since in this case it 
is possible to provide exact control of parameters of 
temperature and to guarantee lack of impurity. 
Gas furnaces are also acceptable, on condition of the low 
content of impurity and establishment of the atmosphere of 
the furnace neutral or slightly oxidizing. It is necessary to 
avoid fluctuation of the atmosphere of the furnace between 
oxidizing and recovery and also direct impact of a flame on 
metal. 
Hot working. 
Fenicro® 926 is exposed to hot working at temperatures 
between 1200 0С and 900 0С (2l9o-1650°F) with the 
subsequent hardening in water or with accelerated cooling 
on air. 
For heating, products should be loaded into the furnace at 
the maximum working temperature. After furnace reach 
processing temperature, it is necessary to hold product 
during 60 minutes on each 100 mm (4 in) of thickness. By the 
end of process, it is necessary to take out product at once 
and process in the temperature range stated above. 
It is recommended to carry out solution-annealed condition 
after hot working of material for obtaining optimum 
properties and the maximum corrosion resistance. 
Cold working. 
As well as at all austenitic steel, containing nickel and 
chrome, mechanical properties of material improve at cold 
deformation. Due to the content of molybdenum Fenicro® 
926 shows higher rates of cold hardening in comparison with 
others austenitic, stainless steels. It has to be considered at 
the choice of the deforming equipment. The product has to 
be in solution-annealed condition. At intensive cold shaping 
intermediate annealing is necessary. 
For cold forming above 15%, a final solution annealing must 
be conducted. 
Heat treatment. 
Solution annealing should take place at temperatures 
between 1150 °С - and 1200 0С (2100-2190°F). 
Cooling down should be accelerated with water to achieve 
optimum properties. Fast air cooling can also be carried out 
at thicknesses of less than approx. 1.5 mm. 
The material must be placed in a furnace that has been 
heated up to the maximum annealing temperature before 
any heat treatment, and correspond to the requirements of 
purity, stated in the section "Heating". 
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Descaling. 
Oxides of Fenicro® 926 and heat tint in the area 
around welds adhere more strongly than in stainless 
steels. Grinding using extremely fine abrasive belts or 
grinding discs is recommended. It is imperative that 
grinding burns be avoided. 
Before pickling in nitric-hydrofluoric acid mixtures, the 
oxide layers should be destroyed by abrasive blasting 
or fine grinding, or pre-treated in salt baths. 
 
Machining. 
It is preferably processed in annealed condition. 
Since the alloy Fenicro® 926 is prone to work 
hardening, a low cutting speed should be selected 
with a feed speed that is not too high and the cutting 
tool should stay engaged at all times. 
An adequate chip depth is important in order to cut 
below the previously formed work-hardened zone. 
 
Welding. 
When welding nickel alloys, the following information 
should be taken into account. 
 
Workplace 
A separately located workplace, which is specifically 
separated from areas in which C steel is being 
processed, must be provided. Maximum cleanliness is 
required, and drafts should be avoided during gas-
shielded welding. 
 
Auxiliary equipment and clothing. 
Clean fine leather gloves and clean working clothes 
must be used. 
 
Tools and machines. 
Tools that have been used for other materials may not 
be used for nickel alloys and stainless steels. Only 
stainless steel brushes may be used. Machines such as 
shears, punches or rollers must be fitted (e.g. with felt, 
cardboard, films) so that the workpiece surfaces 
cannot be damaged by such equipment due to 
pressed-in iron particles as this can lead to corrosion. 
 
Cleaning. 
Cleaning of the base material in the seam area (both 
sides) and the welding filler (e.g. welding rod) should 
be carried out using acetone. 
Usage of trichlorethylene (TRI), tetrachloroethylene 
(PER) and tetrachloride (TETRA) is not allowed. 

 Edge preparation. 
Edge preparation should preferably be carried out using 
mechanical methods such as lathing, milling or planing. 
Abrasive waterjet cutting or plasma cutting is also possible.  
In case of the latter, however, the cut edge (seam flank)  
must  be reworked cleanly. Careful grinding without 
overheating is also permissible. 
Compared to C-steels, nickel alloys and special stainless 
steels exhibit lower thermal conductivity and greater heat 
expansion. 
Larger root openings and web spacing (2±0,5mm) are 
required to live up to these properties. Due to the viscosity 
of the welding material (compared to standard austenites) 
and the tendency to shrink, included angles of 60 to 70° – as 
shown in Pic.4 – have to be provided for butt welds. 
 
Striking the arc. 
Striking  the  arc  may  only  take  place  in  the  seam  area, 
e.g.  on  the  seam  flanks  or  on  an  outlet  piece,  and  not 
on  the component surface. Scaling areas are places that may 
be more susceptible to corrosion. 
 
Welding. 
Fenicro® 926 can be weld with plasma welding, shielded arc 
welding, non-consumable electrode arc welding and gas 
metal arc welding. Arc impulse welding is preferable. Before 
welding, Fenicro® 926 has to be solution annealed and 
descaled, clean from lubricant or marking paint. At welding 
of basis, it is necessary to pay close attention to protection of 
this basis (argon 99,99) so that after welding works oxides on 
a welding seam weren't formed. Oxidation tints are 
recommended to be eliminated by means of a brush from 
stainless steel so far metal still is in a hot condition 
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Pic. 4 - Edge preparations for welding nickel alloys and 
special stainless steels 

 Filler material 
As auxiliary materials for shielding gas welding the following 
materials are recommended: 
Uncovered rod electrodes: 

Nicrofer S59 FM 59  
Description of material No.2.4607  
SG-NiCr23Mol6  
AWS А5.14 ERNiCrMo-13  

or 
Nicrofer S625 FM 625  
Description of material No.2.4831  
SG-NiCr21Mo9Nb  
AWS A5.11ERNiCrM0-3 

Covered rod electrodes 
Description of material No.2.4609  
EL-NiCr22Mol6  
AWS A5.ll ERNiCrMo-13  

or 
Description of material No.2.4621 
EL-NiCr20Mo9Nb 
AWSA5.il ENiCrMo-3 
 

Welding parameters (heat input). 
It must be ensured that work is carried out using targeted 
heat application and low heat input as listed in Table 8 as an 
example. The stringer bead technique is recommended. The 
interpass temperature should not exceed 150 °С (300°F). 
In principle, checking of welding parameters is necessary 
and it is therefore required to observe the section energy 
that is suitable for the material. 
The section energy E can be calculated as follows: 
 
 

𝑄 =
𝑈 ∙ 𝐼 ∙ 60

𝑣 ∙ 1000
𝐽/𝑐𝑚 

 
U - arc voltage, volts  
I - welding current strength, amperes  
V - welding speed, cm/minute 
 
When carrying out welding works it is recommended to 
consult with Welding Laboratory of WUTMARC company 
 
Post-treatment. 
(cleaning, pickling, heat treatment) 
 
Cleaning 
If the work is performed optimally, brushing immediately 
after welding, i.e. while still warm, and without additional 
pickling, will result in the desired surface condition. In other 
words, heat tint can be removed completely. 
 
Pickling, if required or specified, should generally be the last 
operation in the welding process. The information contained 
in the section entitled "Descaling and pickling" must be 
observed. 
 
Heat treatments are normally not required before or after 
welding 
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Parameters of welding works (reference value) 

Sheet 
thickness, 

mm 

Welding 
technique 

Filler Welding parameters 
Welding 
speed, 

cm/min 

Powder/ 
Shielding gas 

quantity 
l/min 

Plasma gas  
quantity, 

l/min 

Plasma 
nozzle, mm 

Diameter, 
mm 

Sped, 
m/min 

Rootpass 
Intermediate and 

final passes 

A, I V, U A, I V, U 

3,0 Manual TIG 2,0  90 10 110-120 11 10-15 
ArW3

1)
 

8-10 
  

6,0 Manual TIG 2,0-2,4  100-110 10 120-130 12 10-15 
ArW3

1)
 

8-10 
  

8,0 Manual TIG 2,4  110-120 11 130-140 12 10-15 
ArW3

1)
 

8-10 
  

10,0 Manual TIG 2,4  110-120 11 130-140 12 10-15 
ArW3

1)
 

8-10 
  

3,0 Autom. TIG 1,2 0,5 manual 150 10 25 
ArW3

1)
 

15-20 
  

5,0 Autom. TIG 1,2 0,5 manual 150 10 25 
ArW3

1)
 

15-20 
  

2,0 Autom. TIG HD 1,0 0,3   180 10 80 
ArW3

1)
 

15-20 
  

10,0 Autom. TIG HD 1,2 0,45 manual 250 12 40 
ArW3

1)
 

15-20 
  

4,0 Plasma 1,2 0,5 165 25   25 
ArW3

1)
 

30 
ArW3

1)
 

3.0 
3.2 

6,0 Plasma 1,2 0,5 190-200 25   25 
ArW3

1)
 

30 
ArW3

1)
 

3.5 
3.2 

8,0 
GMAW 

(MIG/MAG) 
1,0 ≈8 WIG  130-140 23-27 24-30 

Argon
2) 

18-20 
  

10,0 
GMAW 

(MIG/MAG) 
1,2 ≈5 WIG  130-150 23-27 20-26 

Argon
2) 

18-20 
  

12,0 UP 1,6  
u.Badsich 

WIG 
 240-280 28 45-55 High   

20,0 UP 1,6  
u.Badsich 

WIG 
 240-280 28 45-55 High   

6,0 Electrode 2,5  40-70 ≈21 40-70 ≈21     

8,0 Electrode 2,5-3,25  40-70 ≈21 70-100 ≈22     

16,0 Electrode  4,0    90-130 ≈22     

1. Argon or argon + мах 3% hydrogen. 
2. For MAG welding use of multi-component shielding gases Cronigon He30S or Argomag- Ni is recommended 
It is recommended to consult with laboratory of welding. 

It must be ensured that there is sufficient root protection, for all inert gas welding processes. 
The values are intended as guidance to simplify the setting of welding machines. 

 
Heat input (reference values) 

Welding technique 
Heat input per length unit 

кJ/cm 
Welding technique 

Heat input per length unit 
кJ/cm 

Manual, automatic TIG max 8 
Manual, automatic GMAW 

(MIG/MAG) 
max 11 

Autom. TIG HD max 6 Manual, covered electrode max 7 

Plasma (WP) max 10 With flux max 10 
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Delivery condition 
Fenicro®926 is delivered with next shapes. 
 
Sheets/plates 
(items with fixed length are in section ”Strip”) 
Delivery condition: 
Hot and cold rolling (Hot-rolled, Cold-rolled) diffusion 
annealing and pickling 

 Disks and hollow blanks 
Delivery condition: 
Hot-rolled or forged, annealed, pickled or peeled 

Item Weight, kg 
Thickness, 

mm 
OD*, mm ID*, mm 

Disks ≤10000 ≤300 ≤3000 - 

Hollow 
blanks 

≤3000 ≤200 ≤2500 on request 

 ft in in in 

Thickness 
mm 

Hot-rolled 
Width

1)
 

mm 
Length

1)
 

mm 
 Disks ≤22000 ≤12 ≤120  

Hollow 
blanks 

≤6600 ≤8 ≤100 on request 
1.10<1.50 Cold-rolled 2000 8000  
1.50<3.0 Cold-rolled 2500 8000  *other sizes on request 
3.0<7.5 

Cold-rolled
/Hot-rolled  2500 8000  Bars and rods 

7.5≤25.0 Hot-rolled 2500 8000
2) 

 Forged, rolled, drawn, after diffusion annealing 
≥25.0

1) 
Hot-rolled 2500

2) 
8000

2) 
 pickled, repeated peeled, machined 

 
 

Item 
Forged* 

mm 
Rolled* 

mm 
Drawn* 

mm  
 Round bar Ø < 600 8-100 12-65 

Thickness 
in 

Hot-rolled 
Width 

in 
Length 

in 

 Square bar а 40-600 15-280 non standard 

Flat bar 
а х Ь 

40-80 
х 200-600 

5-20 
х 120-600 

10-20 
х 30-80 0.043<0.06 Cold-rolled 80 320  

0.06<0.12 Cold-rolled 100 320  Hexagonal bar S 40-80 13-41 ≤50 
0.12<0.3 

Cold-rolled
/Hot-rolled  100 320  

0.3≤1.0 Hot-rolled 100 320
2) 

  
≥1.0

) 
Hot-rolled 100

2) 
320

2) 
  in in in 

1)
 other sizes on request 

2)
 depend on unit weight 

 Round bar Ø <24 5/16 - 4 1/2 - 2 1/2 
Square bar а 1 5/8 - 24 10/16 - 11 non standard 

Forgings  Flat bar 
а х Ь 

1 5/8 - 3 1/8 
х 8 - 20 

3/16 - 3/4 
4 3/4 - 24 

3/8 - 3/4 
1 1/4 -3 1/8 Round bars are supplied against order. Shafts and 

hollow shafts less than 10 tons of unit weight 
 

Hexagonal bar S 1 5/8 – 3 1/8 1/2 - 1 5/8 <2 
Strip

1)
  *other sizes on request 

Delivery condition:   
Cold-rolled, with heat treatment and pickled or with 
white annealing

2) 
 Wire 

Delivery condition 
Thickness, 

mm 
Width

3) 

mm 
Coils ID, mm 

 Polished drawn, ¼ hardness of hard, 
With white annealing 

0.02≤0.1 4-200 300 400    Sizes: 
>0.1≤0.2 4-350 300 400 500   0,01-12,7mm diameter (0,0004-0,47 in) 

>0.2≤0.25 4-750  400 500 600  In coils, drums, on spools, on spider 
>0.25≤0.6 5-750  400 500 600   
>0.6≤1.0 8-750  400 500 600   
>1.0≤2.0 15-750  400 500 600  Welding materials 

>2.0≤3.0 (3.5)
2)

 25-750  400 500 600  Welding rod, wire and tape electrodes are supplied with 
standard sizes 
 
Seamless pipes. 
 
For information contact with representative of Wutmarc 
company. 
 
L-seam pipes. 
 
Produced and supplied by well-known producers, which use 
semi-finished products of Wutmarc company. 

Thickness, 
mm 

Width
 

mm 
Coils ID, mm 

 

0.0008≤0.004 0.16-8
4) 

12 16    
>0.004≤0.008 0.16-14

4) 
12 16 20   

>0.008≤0.01 0.16-30  16 20 24  
>0.01≤0.024 0.2-30  16 20 24  
>0.024≤0.04 0.32-30  16 20 24  
>0.04≤0.08 0.6-30  16 20 24  
>0.08≤0.12 

   (≤0.14)
2) 

1.0-30  16 20 24  

1)
 fixed length in range from250 to 4000 mm/10-158 in 

2)
 maximal thickness for white annealing is 3.0mm 

(0.120 in) 
3) 

bigger width is an object of special discussion  
4)

 bigger width up to 730 mm (29 in)  is an object of 
special discussion 
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