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1.0 GENERAL:

1.1 This purchase instruction prescri ibes the requxremﬂms of low hyﬁragen basic agglomerated SAW
flux for SA335P91 material that conforms to AS ‘,E Sec. He. SFA 5, 23M F62PZ-EB9-BI91 (latest
edition and addenda applicable on the date of issue of pumhase arder) Additional requirements
specified in this document shall also be complied.

1.2 The flux is intended to be used in combination with ASME Sec IIC SFA 5.23, EB91 SAW wire for
welding of SA335P91 material in circumferential seam welds of high pressure boiler headers,
vessels and power piping for high temperature creep resistant service.

2.0 CHEMICAL COMPOSITION:
2.1 The flux shall have appropriate chemical compositimn suntable for SA335P91 cwcumferenuat welding
along with ASME Sec IIC SFA 5.23, EB91 SAW wire.

' 2.2 The chemical composition of undiluted weld metal deposited using the flux in combination with
ASME Sec IIC SFA 5.23 EB91 SAW wire with DCEP shall meet the requirements of ASME Sec IIC SFA
5.23, B91 with ad@itnma! reqwremem: of Mn+Ni € 1.2% and Nitrogen content 2 (0.5 x Aluminum
content + 0.03)% minimum.

2.3 The metallurgical behavior of the flux shall be neutral. Basicity index of the flux shall be between
2.6and 2.9. :

3.0 MECHANICAL PROPERTIES:
Mechanical properties of the weld metal shall conmrm to ASME SEC.1I.C SFA-5.23M, F62PZ-EBY-
B91. Additionally, Charpy impaet energy shall be 27 Jmiaes average minimum at +20°C with single
values greater than 20 Joules. Hard:ﬂess of wmd metal as well as hemr affecfed zone shall be 195 HV
to 320 HV.

4.0 RADIOGRAPHIC SOUNDNESS AND USABILITY:
4.1 The flux when used with ASME Sec WCZ SFA 5 23, EB91 SAW wire shall deposw weld metal that meets
the radiographic soundness requirements of Clause :M, in ASME SEC IIC SFA 5.23.

4.2 The flux shall permit production of uniforrﬁ well shaped beads that merge smoothly with each
other and with the base meta% smﬁe :ur;n weldm\g _Ftpx shsa{ ha;re mgh currgnt capac»ty
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5.0 SIZE
Flux shall be granular in form and shall flow freely through the flux feeding tubes, valves
and nozzles of SAW equipment. Grain size of the flux shall be as per EN 760 2-20. Bulk
density shall be suitable for proger feﬁﬁlmg The particle size distribution shall be
uniform and consistent in all the paﬁkages

6.0 MARKING:
The package shall be marked clearly with trade name, classification, lot number, manufacturer
name, net weight, health and safety warnings.

7.0 PACKAGING:

ingress of moisture during transportation threugh sea or long duration storage.

7.2 The weight of each unit package shall be 50 Kg maximum.

damage to bags or containers. Net weight of each crate shall not exceed 1000Kg.
8.0 TESTING AND C’E&Wﬁ@ﬁl:

8.1 Each consignment of flux supplied shall be from one batch only.

ASME Sec.l1.C (latest edition and adééenda]

ASME Sec.11.C (latest edition and addenda).

unter sggned by inspecting authority (latest)
ails of the tests done in compliance with this
3 M F62PZ-EB9-B91 shall be sent. Additionally

aapmveébv,
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chemical compositiun of flux shaﬂ be reportm

plies”made against the batch conform to the
Mm?!a (applicable on the date of issue of purchase

8.5 The testing authority shall certify th
requirements of the latest editior ;and
order) of ASME Sec.lIC, SFA—S 2‘ M F621

8.3 The level of testing shall be Schedule K as per SFA-5.01 filler metal procurement guidelines of ‘

7.1 Flux shall be suitably sealed in moisture resistant bag or container. The packing shall ensure no |

7.3 The bags or centamers shall be placed in moisture proof crates to ensure no ingress of moisture or |

8.2 Batch or lot classification shall be Class F1 as per SFA-5.01 filler metal procurement guidelines of |
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