


SIJ is a ver�cally integrated holding company, the leading
steel manufacturer in Slovenia, and one of the largest 
stainless and special steel manufacturers in Europe. SIJ 
Group consists of the two largest steel companies in 
Slovenia (SIJ Acroni and SIJ Metal Ravne), other manufac-
turing and processing companies (SIJ Ravne Systems,  SIJ 
SUZ), specialized service and sales centers across Europe 
and the USA, and companies for scrap steel collec�on and 
sales.



• • •

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.



S DURSIDUR˙



SIDUR steels are produced within a hardness range from 250 to 600 HBW. Compared to non-alloyed structural steels, SIDUR plates 

materials is required.

-

-

-

– increasing hardness with exposure to wear

Thickness

Years



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



660 1000 8

350 800 30

20 J

>100 J

750 880 13

900 1080 17

930 1140 17

910 1060 11

900 1050 11

900 1120 14

V-notch, transverse
at –20 °C

470 900 7

500 950 5

870 1250 10

970 1350 10

1100 1550 8

1350 1700 7

1500 1700 8

Rp0.2 [MPa] Rm [MPa]

Rm [MPa]

  

0.46 0.59 0.67

0.49 0.59 0.74

0.59 0.66 0.75

6–25mm

0.93

0.78   

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

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

2.0 0.5 0.0050.44 1.0 0.8 0.005 0.02 1.3SIDUR 600

0.38 1.0 1.5 0.005 0.02 1.1 1.3 0.5 0.005SIDUR 550

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

220–280

Rolled

260–340

Rolled

360–440

Q+T

420–470

Q+T

460–540

Q+T

Min. 300 HB Max. 240 HB

annealed

A5

A5

10 J

10 J

27 J

27 J

27 J

20 J

20 J

SIDUR 550

510–580

Q+T

SIDUR 600

560–640

Q+T

Yield strength

(min.) Re or Rp0.2

[MPa]



*Must be agreed before ordering
**Available only with trimmed edges. Other grades available with untrimmed edges.

According to EN 10163-2.

6–40 1000–2500 2000–12000

6–40 1000–2500 2000–12000

6–70 1000–2500 2000–12000

6–70 1000–2500 2000–12000

6–50 1000–2500 2000–12000

6–25 1000–2000** 2000–12000

6–50 1000–2500 2000–12000

3–80 1000–2500 2000–12000

6–25 1000–2000** 2000–12000

SIDUR 550

SIDUR 600



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

-

-

even if the steel was not preheated.

R/t

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

6.0

 

7.0

 

16.0

 

18.0

 

15–22

6.0 7.0 16.0 18.0 15–22

- blow-pipe system / furnace / torch / - -

- -

- Min. 3 min/mm at min. temperature

See the table of recommended min. prehea�ng temperatures and 
max. allowed temperatures.

- -

- -

SIDUR 550

SIDUR 600 6 ≤ t ≤ 10*

t > 10 Bending is not recommended, contact SIJ Acroni.

6 ≤ t 25*

 

6 ≤ t < 20

6 ≤ t < 20

6 ≤ t < 20

*Max. bending angle 45° TRANSVERSE and 20° LONGITUDINAL



Welding
process or
procedure

Welding 
materials/
Welding 
process

Wear Resistant Plate Grade

250 500 550 600 Hi-Temp

Welding * Electrodes for
MMAW

E 42 4 B 32 H5 • • • • • •

E 42 6 B 42 H5 • • • • • •

Flux cored 
wires for 
FCAW

T 46 4 MM1 H5 • • • • • • •

T 42 4 BM/C3 H5 • • • • • • •

Massive wires 
for GMAW / 
GTAW

G 42 5M/C G3Si1 • • • • • • •

G 46 4M/C G4Si1 • • • • • •

Welding ** Electrodes for 
MMAW

E 42 6 B 42 H5 • • • • •

E 69 6 Mn2NiCrMo  
B 42 H5

• • • • •

E 79 4 Mn2Ni1CrMo  
B 42 H5

• • • • •

E 18 8 Mn B 22 •

E 20 10 3 R12 •

Flux cored 
wires for 
FCAW

T 69 4 Mn2NiCrMoMM1 
H5

• • • •

T 69 6 Mn2NiCrMoBM/ 
C 3H5

• • • •

Massive wires 
for GMAW / 
GTAW

G 69 4M Mn3Ni1CrMo • • • • • • • •

G 89 6 M Mn4Ni2CrMo • • • • • •

G 18 8 Mn / W 18 8 Mn •

Hardfacing Electrodes for 
MMAW

E Fe 1 • •

E Fe 3 • • • •

E Fe 8 • • •

E Fe 9 •

for hard-
facing

Electrodes for 
MMAW

E 18 8 Mn B 22 • • • • •

Massive wires 
for GMAW / 
GTAW

G 18 8 Mn / W 18 8 Mn • • • • •

* Those filler materials are suitable for welding of SIDUR steels with unalloyed construc�on steels like S235JR or S355J2.  
 They are also suitable for root passes or welding of the joints where strength of the joint is not cri�cal parameter.
** Those filler materials are suitable to weld SIDUR steels with each other and for welding of the joints where high strength of the 
 joint shall be achieved.



180

180

150

150

be welded with suitable hardfacing welding materials.

cover layers with suitable welding materials.

-

-

•

•

•

-

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

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

Room temp. 75 175

Room temp. 125 175

Room temp. 125 175

200

180

180

SIDUR 550

SIDUR 600

SIDUR 550

SIDUR 600

if the material is stored outside at temperatures below 5 °C; 

Welding should be carried out immediately a�er the weld edges are finished to avoid surface contamina�on. All poten�al contact sur-

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

Welding recommenda�ons are also available in EN 1011-1 and EN 1011-2.





 and  in 

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

appropriate material is crucial. From the perspective of mechanical treatment, 

SIDUR can be easily worked with. SIDUR's excellent plate flatness and narrow 

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

and wear parts, thereby saving time and money.

According to our measurements, the lifetime of parts produced using SIDUR and 

SIDUR HI TEMP is up to three times longer in comparison to other steels. To avoid 

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

parts which are most often exposed. Using SIDUR enables us to boost the perfor- 

mance of our clients.”



SIMAXX˙



S355

S355

Same strength at lower thickness

10 20 30 40 50 60

Yield strength comparison

Non-alloy steel

200 400 600 800 1000

SIMAXX 1100

SIMAXX 1100



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



1100 1200–1500 10

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

0.19 0.5 1.5 0.005 0.0015 0.9 1.30 0.6 0.004

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, except for SIMAXX 1100

* Except for SIMAXX 900, SIMAXX 1000 and SIMAXX 1100

SIMAXX 1100

SIMAXX 1100



*Must be agreed before ordering
** 6–60 mm for SIMAXX 700QL1

According to EN 10163-2.

-

6–100** 1000–2500 2000–12000

6–60 1000–2500 2000–12000

6–60 1000–2500 2000–12000

6–15 1000–2500 2000–12000

R/t

Thickness Transverse Longitudinal Transverse Longitudinal Springback

2.0 3.0 7.06–20 8.5 6–10

3.06–20 4.0 8.5 10.0 8–12

3.56–15 4.0 4.0 15.0 11–13

SIMAXX 1100

SIMAXX 1100



180

150

-

dried before welding.

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

Welding recommenda�ons are also available in EN 1011-1 and EN 1011-2.

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 range75* 100

225

200

200

SIMAXX 1100

SIMAXX 1100

E 55 6 Mn 1 NiMo B42H5

E 69 6 Mn2NiCrMo B 42 H5

•

• •

E 79 4 Mn2Ni1CrMo B42 H5

E 89 4 ZB62 H5

T 69 4 Mn2NiCrMoMM1 H5

T 69 6 Mn2NiCrMoBM/C 3H5

•• •

• ••

T 89 4 Mn2Ni1CrMoBM3 H5

T  89 4 Mn2NiCrMoMM1H5

G 69 4M Mn3Ni1CrMo • •

G 89 6 M Mn4Ni2CrMo

•

•

•

•

EN Designa�on (EN ISO 16834,
EN ISO 18276, EN ISO 18275)

Massive wires for 
GMAW / GTAW

Electrodes for 
MMAW

Flux cored wires 
for FCAW

SIMAXX 
700

SIMAXX 
900

SIMAXX 
1000

SIMAXX 
550

SIMAXX 
620

SIMAXX 
1100

•

•

•

•

•

•

•





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.



This is symbolised by the  in our corporate logo and the
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