Project No. 22215 (NH25-35MIC)

Material Data Sheet

Doc. No: NH25-35MIC

NH25-35MIC Rev.: 00
Alloy: NH25-35MIC (W.N.1.4852-G-X40NiCrNb35 25)
Service: Tube and Static casting
1. Chemical Analysis As Shown (%)
Element Mini-Max Remarks
C 0.4-0.55
Mn 10X%S - 1.50
Si 1.50-2.00
<0.03
P <0.03
Cr 24.0-27.0
Ni 34.0-37.0
Nb 0.80-1.20
Cu <0.25
Mo <0.50
Ti Add
Pb <100ppm
Sn <100ppm
As <100ppm
\% <0.10
Zr Add
Zn <100ppm
Al <0.05
W <0.30

Tensile strength : >450 MPa

2. Mechanical Property at Room Temperature

Yield strength (Rp 0,2): > 240 MPa

Elongation (5d): >8% for tube, >6% for static casting

Edited: FEAM Lu Congcong
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