WRENIE & ™= Sh— ¥ 3k Carbon Steel Electrodes
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Madel GB Size Type of Coating |Reference Current Purpose
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. . T is used for welding of low carbon steel structure and low stren
Calcium-Titanium | (AC. DC) grade of low alloy sﬁeel structure. Such as Q235, 03Mny, ﬂ@MnEgetc_
FREEmNED, TEESHME, BEENBRERCENEEE
! FHE It is suitable for welding structures made of low carbon steel, performs
LT - Jaz1 E4313 Tifé“n%m [ AT, E'.'{j ) very well in welding thi?'l and small size steel plates and also has ver
good performance in the situation that requires nice and clean bea
appearance..
Calcium-Titanium | (AC. DC} Used for welding 16Mn and low-alloy structures
LT - J506 E5016 & A RZHM BT PEsHEs eNEZSWAYITRE
Low=-Hydrogen (AC. DCT) It is applied in welding medium-carbon steel and low-alloy structures
Low-Hydrogen ( DCEFP ) It is applied in welding medium-carbon steel and low-alloy structures

AEGB/T 5117 E4303 ISO 2560-B-E 43 03 A
Conform to Standard GB/T 5117 E4303 1SO 2560-B-E 43 03 A
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REERILEN; T RIFE,
Aig: AT EEPNENTEEFRENRES SN, WQ235. 09MnV. 09Mn2%F,

Specification: LT - J422 is calcium-titanium coated carbon steel electrode. It has very good welding usability that enables it to operate
on AC/DC, performs all-position welding, has stable arc, removal of slag is easy and has good bead appearance. Its good mechanical
properties give it very good low temperature toughness. During the application, its characteristic of easy maneuverability offers easy
striking, easy re-striking and good control of welding speed, which enables the welders to have desired weld path and penetration of

the arc,

Purpose: It is used for welding of low carbon steel structure and low strength grade of low alloy steel structure. Such as Q235, 09Mnv,

09Mne etc.
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XM ER, 1148 X-Ray Radio-graphic Test Requirements: Grade Il

M

( AC. DC ) Reference Current ( AC. DC))

fF&EER (mm)

Diameter { mm )
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®2.5
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IREEER (A)
Amperage (A)

40~70

60~100

80~140 140~220 180~230

LT - J421

fF=GB/T 5117 E4313 AWS A5.1 E6013 ISO 2560-B-E 43 13 A
Conform to Standard GB/T 5117 E4313 AWS A5.1 E6013 1SO 2560-B-E 43 13A
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Specification: LT - J421 is rutile-based carbon steel electrode. It has very good welding usability that enables it to perform all-position
welding, operates on AC/DC, removal of slag is easy, has stable arc and also has very good bead appearance. It is easy to operate,
which makes re-striking the arc easy.
Purpose: It is suitable for welding structures made of low carbon steel, performs very well in welding thin and small size steel plates
and also has very good performance in the situation that requires nice and clean bead appearance.
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3T H

Test ltem

C

n

Si

S

P Ni Cr Mo

FRAEE

(auarantee Value

=0.

20 =1.20

=1.00

=0.035
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XHEIFEHER, 14} X-Ray Radio-graphic Test Requirements: Grade i

ZXZB% ( AC. DC) Reference Current ( AC. DC)

AR (mm)

Diameter ( mm )

®©2.5
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60~100

8~140
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LT - J502

FFaGB/T 5117 E5003

ISO 2560-B—E 49 03A
Conform to Standard GB/T 5117 E5003 1SO 2560-B-E 49 03A

AR %ﬁ;ﬁﬂ%ﬁiﬁ%ﬁ]ﬁ%o AR RMNIGETZMREMNFMRE, BIRE, CBERD, BESS, XERRA, 9
e BERE.
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Specification: LT - J502 is calcium-titanium coated carbon steel electrode. It has very good welding usability that enables it to operate
on AC/DC, performs all-position welding, has stable arc, removal of slag is easy and has good bead appearance. Its good mechanical
properties give it very good low temperature toughness. During the application, its characteristic of easy maneuverability offers easy
striking, easy re-striking and good control of welding speed, which enables the welders to have desired weld path and penetration of

the arc.

Purpose: Used for welding all kinds of 490MPa low-alloy structures

BEEELFERD (% ) Chemical Composition of Deposited Metal ( % )
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A48 h %M gEMechanical Properties of Deposited Metal
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KIRHEEIR{HER . 118 X-Ray Radio-graphic Test Requirements; Grade Il

#%83% ( AC. DC) Reference Current ( AC. DC)

1B HZ (mm)

Diameter ( mm )

©20

D25

®©3.2 ©4.0 ®©5.0

MREEEE (A)
Amperage (A )

40~70

60~100

80~140 140~220 180~240

LT - J506

F&GB/T 5117 ES016  AWS A5.1 E7016 ISO 2560-B-E 49 16 A
Conform to Standard GB/T 5117 E5016 AWS A5.1 E7016 1SO 2560-B-E 49 16 A

WA MEMBAENENES. BEERTNEBETIZMHEE, BiliRE, YKL, ZHE, HEANESREFHERAOHFME
MINBMEE, MEATHIMNY. TEAFRA, JHTESNERIGE .
FBig. BFERERBRNESSNEN, n16Mn. 0OMn2SIFISEEAHA. B, D. EHRMRNE,

Specification: LT - J506 is low—hydrogen potassium coated carbon steel electrode. It has very good welding usability that enables it to
operate on AC/DC, performs all-position welding, has stable arc, removal of slag is easy and has low spatter. The deposited metal has

good mechanical performance and crack-resistance
Purpose: ltis applied in welding medium-carbon steel and low-alloy structures such as 16Mn, 09Mn2Si, 09MNn2V and the steels used
in shipbuilding such as A, B, D, E.

B e B FE (% ) Chemical Composition of Deposited Metal ( % )
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XBHEIEHER. 1148 X-Ray Radio-graphic Test Requirements; Grade ||

Z283% (AC. DC*) Reference Current (AC. DC™T)

B&HEE (mm)

Diameter ( mm )

®25

©3.2

®©4.0 ©5.0

IRHEET (A)
Amperage ( A)

60~100

8~140

110~210 160~230
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1ARATIR A ABIS0THIEh, BMEEA. 2 AT SARRIENE. 5. AHSRA, S LB AREIRE, NEBENE.

Motes: 1.The electrode must be preheated at the temperature of 350° C for 1 hour, Preheat the rod whenever it is used.
2. The impurities such as rust, oil stains and moisture must be cleared off of the work piece.

3.Short arc is required to perform welding. Narrow weld path is preferred.

LT - J507

FEGB/T 5117 EB015 AWS A5.1 E7015 1SO 2560-B-E 49 15 A

Conform to Standard GB/T 5117 E5015 AWS A5.1 E7015

MmatEee, ERRE, THiT2MRRE . .
Rig: BTREEZNPHRANBESSNEW (ZE. ) .
Specification: LT - J507 is low-hydrogen sodium coated carbon steel electrode. It must be operated on DCEP. It has very good welding
usability that enables it to perform all-position welding, has stable arc, removal of slag is easy and has low spatter. The deposited metal

has good mechanical performance and crack-resistance
Purpose: ltis applied in welding medium-carbon steel and low-alloy structures

R EEBLFERS (% ) Chemical Composition of Deposited Metal ( % )

ISO 2560-B-E 49 15 A

W REMBGRMAKRNESR. RENRABETZMME, BIRE, kD,

ZRE, FEEERFURNNFME
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=0.035 =0.30 =0.20 =0.30 =0.08
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General Result
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General Result
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XHERHAER. 1| 48 X-Ray Radio-graphic Test Requirements: Grade ||

SXZB% (AC. DCT)

Reference Current ( AC. DC*)

12EEE (mm)

Diameter { mm )

25

©3.2

4.0 @5.0

BRI (A)
Amperage (A )

60~100

80~140

110~210 160~230

SEMIRI

1R SAE350THE 1h, MPEA. 2 BiLIUSREFOSE. 5. KoSRMA. SENARENRE, NFEMENE.

hotes: 1.The electrode must be preheated at the temperature of 350° C for 1 hour. Preheat the rod whenever it is used.
2. The impurities such as rust, oil stains and moisture must be cleared off of the work piece.
3.Short arc is required to perform welding. Narrow weld path is preferred.




