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n INTRODUCTION

Over 60 years joint-stock company «Losinoostrovsky electrode plant» has been pro-
ducing and selling different-purposed high-quality electrodes for welding, surfacing, cut-
ting and gouging. Our production nomenclature allows us to satisfy any demand for weld-
ing electrodes in Russia and abroad. In this catalogue you can find detailed information
about electrodes for welding, surfacing and cutting of following materials:

- carbon and low-alloy structural stels
- alloyed steels of high and extra strength
- alloyed heat-resistant steels
high-alloyed steels
non-ferrous metals
- structures of high-tensile, grey, malleable cast iron and its combinations with steel

Since 1996, our fabrication and quality control systems are certified by
RWTUV-certification body (Germany).

Electrodes produced by JSC «Losinoostrovsky electrode plant» are certified by
Gosstandart of Russia and Ukraine (part of UkrSEPRO system), as well as Belorussian
state certification body.

Several grades have admissions of National Association for Control and Welding of Russia
(NAKS), Russian Sea Register, Russian State Nuclear Inspection Body, as well as
RWTUV-certification body (Germany).

JSC «Losinoostrovsky electrode plant» is included in the World Electrode Producers
Cataloque and meets European quality standards.

We have are ready to deliver welding electrodes in any volume and have a continu-
ous-working discount system.

JSC «Losinoostrovsky electrode plant» will be glad to see you among its business part-
ners.
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WELDING POSITIONS

WELDING POSITIONS:

Ceiling position

Vertical downhand Y Vertical top-down

Angular & T-shaped >»

>/ Horizontal on a vertical plane
\ 4
Lower :
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZMR-3T AWS:E6013
EN499:E382RB12

MAIN PURPOSE

LEZMR-3T electrodes are intended for manual arc welding struktures of carbon steels (C < 0,25%) in
all spatial positions, except vertical top-down, with direct current of reverse polarity or alternative cur-
rent from power sources with open-circuit voltage (70+10)V.

A

Ve

Recommended current (A)

. Welding position
Diameter, mm - "
Lower pos. Vertical pos. Ceiling pos.
2,5 70-90 60-100 60-100
3,0 100-140 80-110 80-110
4,0 140-220 140-180 140-170
5,0 170-260 160-200 -
6,0 270-320 - -

Electrode welding characteristics:
Welding rate, g/Ah: 7,5-8,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 460
Specific elongation, % 18
Impact strength, J/cm? 80

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 0,35-0,70
Silicon 0,09-0,25
Sulfur, no more than 0,040
Phosphorus, no more than 0,045
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZMR-3A AWS:E6013
EN499:E382RC12

MAIN PURPOSE

LEZMR-3A electrodes are intended for manual arc welding structures of carbon steels (C < 0,25 %) in
all spatial positions, including vertical top-down, with direct current of reverse polarity or alternative
current from power sources with open-circuit voltage (70+10)V.

Y

>

Recommended current (A)

. Welding position
Diameter, mm - =
Lower pos. Vertical pos. Ceiling pos. Top-down pos.
2,5 70-90 60-100 60-100 100-120
3,0 100-140 80-110 80-110 140-170
4,0 140-220 140-180 140-170 -
5,0 170-260 160-200 - -
6,0 270-320 - - -

Electrode welding characteristics:
Welding rate, g/Ah: 8,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 460
Specific elongation, % 20
Impact strength, J/cm? 80

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 0,35-0,70
Silicon 0,09-0,25
Sulfur, no more than 0,040
Phosphorus, no more than 0,045
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZMR-3

AWS:E6013
EN499:E382RC12

MAIN PURPOSE

LEZMR-3 electrodes are intended for manual arc welding structures of carbon steels (C <0,25%) in all
spatial positions, except vertical top-down, with direct current of reverse polarity or alternative current
from power sources with open-circuit voltage (50+5)V.

A

Ve

Recommended current (A)

) Welding position
Diameter, mm - "
Lower pos. Vertical pos. Ceiling pos.

2,5 70-90 60-100 60-100

3,0 90-140 80-100 80-110

4,0 160-220 140-180 140-180

5,0 170-260 160-200 -

6,0 220-290 - -

Electrode welding characteristics:
Welding rate, g/Ah: 8,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7
Main characteristics of seam and welded metal

Mechanical properties of seam metal, not less than:
Ultimate stress, MPa 460
Specific elongation, % 20
Impact strength, J/cm? 80

Chemical composition of welded metal, %
Carbon, no more than 0,12
Manganese 0,35-0,70
Silicon 0,09-0,25
Sulfur, no more than 0,040
Phosphorus, no more than 0,045
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZOZS-12 AWS:E6013
EN499:E382RC12

MAIN PURPOSE

LEZOZS-12 electrodes are intended for manual arc welding of carbon steels (C < 0,25 %),when pre-
mium seam formation in different spatial positions is required. Welding possible in all spatial positions,
except vertical top-down, with direct current of reverse polarity or alternative current from power
sources with open-circuit voltage (50+5)V.

A 1

VA

Recommended current (A)

) Welding position
Diameter, mm . "
Lower pos. Vertical pos. Ceiling pos.
2,5 70-90 60-100 60-100
3,0 100-140 80-100 80-110
4,0 160-220 140-180 140-180
5,0 170-260 160-200 -
6,0 270-320 - -

Electrode welding characteristics:
Welding rate, g/Ah: 8,0-8,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 460
Specific elongation, % 20
Impact strength, J/cm? 80

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 0,35-0,70
Silicon 0,09-0,25
Sulfur, no more than 0,040
Phosphorus, no more than 0,045
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZMR-3S AWS:E6013
EN499:E382RC12

MAIN PURPOSE

LEZMR-3S electrodes are intended for manual arc welding of common and structural carbon steels
(C <£0,25%), when premium seam formation in different spatial positions is required. Welding possible
in all spatial positions with direct current of reverse polarity oralternative current from power sources
with open-circuit voltage (50£5)V.

A >

»)

Recommended current (A)

) Welding position
Diameter, mm . "
Lower pos. Vertical pos. Ceiling pos. Top-down pos.
2,5 70-90 60-100 60-100 100-120
3,0 90-130 80-110 80-110 140-170
4,0 140-180 120-160 120-160 -
5,0 170-220 150-190 - -
6,0 240-300 - - -

Electrode welding characteristics:
Welding rate, g/Ah: 7,5-8,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 460
Specific elongation, % 20
Impact strength, J/cm? 80

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 0,35-0,70
Silicon 0,09-0,25
Sulfur, no more than 0,040
Phosphorus, no more than 0,045
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZANO-4T

AWS:E6013
EN499:E382RB12

MAIN PURPOSE

LEZANO-4T electrodes are intended for manual arc welding structures of carbon steels (C <0,25%) in
all spatial positions, except vertical top-down, with direct current of reverse polarity or alternative cur-
rent from power sources with open-circuit voltage (70+10)V.

A 1

VA

Recommended current (A)

) Welding position
Diameter, mm . "
Lower pos. Vertical pos. Ceiling pos.

2,5 70-90 60-100 60-100

3,0 100-140 80-110 80-110

4,0 140-220 140-180 140-170

5,0 170-260 160-200 -

6,0 270-320 - -

Electrode welding characteristics:
Welding rate, g/Ah: 8,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7
Main characteristics of seam and welded metal

Mechanical properties of seam metal, not less than:
Ultimate stress, MPa 460
Specific elongation, % 18
Impact strength, J/cm? 80

Chemical composition of welded metal, %
Carbon, no more than 0,12
Manganese 0,35-0,70
Silicon 0,09-0,25
Sulfur, no more than 0,040
Phosphorus, no more than 0,045
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZANO-4 AWS:E6013
DIN1913:E4332R6
EN499:E382RC12
MAIN PURPOSE

LEZANO-4 electrodes are intended for manual arc welding of carbon steels (C < 0,25%) in all spatial
positions, except vertical top-down, with direct current of reverse polarity or alternative current from
power sources with open-circuit voltage (50+5)V.

A

Ve

Recommended current (A)

) Welding position
Diameter, mm - "
Lower pos. Vertical pos. Ceiling pos.
2,5 70-90 60-100 60-100
3,0 90-140 80-100 80-100
4,0 160-220 140-180 140-180
5,0 170-260 160-200 -
6,0 220-290 - -
Electrode welding characteristics:
Welding rate, g/Ah: 8,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7
Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:
Ultimate stress, MPa 460
Specific elongation, % 20
Impact strength, J/cm? 80
Chemical composition of welded metal, %
Carbon, no more than 0,12
Manganese 0,35-0,70
Silicon 0,09-0,25
Sulfur, no more than 0,040
Phosphorus, no more than 0,045
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZANO-6 AWS:E6013
EN499:E382R12

MAIN PURPOSE

LEZANO-6 electrodes are intended for manual arc welding of carbon steels (C < 0,25%) in all spatial
positions, except vertical top-down, with direct current of any polarity or alternative current from power
sources with open-circuit voltage (50+5)V.

A 1

VA

Recommended current (A)

) Welding position
Diameter, mm . "
Lower pos. Vertical pos. Ceiling pos.
4,0 160-200 150-170 130-180
5,0 180-270 150-180 -
6,0 280-350 - -

Electrode welding characteristics:
Welding rate, g/Ah: 10,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 420
Specific elongation, % 18
Impact strength, J/cm? 80

Chemical composition of welded metal, %

Carbon, no more than 0,10
Manganese 0,40-0,55
Silicon 0,10-0,15
Sulfur, no more than 0,040
Phosphorus, no more than 0,045
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZOZS-4T

AWS:E6013
EN499:E382RB12

MAIN PURPOSE

LEZOZS-4T electrodes are intended for manual arc welding of carbon steels (C < 0,25%) in all spatial
positions, except vertical top-down, with direct current of reverse polarity or alternative current from
power sources with open-circuit voltage (70+10)V.

A

Ve

Recommended current (A)

) Welding position
Diameter, mm - "
Lower pos. Vertical pos. Ceiling pos.

2,5 70-90 60-100 60-100

3,0 100-140 80-110 80-110

4,0 140-220 140-180 140-170

5,0 170-260 160-200 -

6,0 270-320 - -

Electrode welding characteristics:
Welding rate, g/Ah: 8,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7
Main characteristics of seam and welded metal

Mechanical properties of seam metal, not less than:
Ultimate stress, MPa 460
Specific elongation, % 18
Impact strength, J/cm? 80

Chemical composition of welded metal, %
Carbon, no more than 0,12
Manganese 0,35-0,70
Silicon 0,09-0,25
Sulfur, no more than 0,040
Phosphorus, no more than 0,045
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZOZS-4 AWS:E6013
DIN1913:E4332RC
EN499:E382RC12

MAIN PURPOSE

LEZOZS-4 electrodes are intended for manual arc welding of carbon steels (C < 0,25%) in all spatial
positions, except vertical top-down, with direct current of reverse polarity or alternative current from
power sources with open-circuit voltage (50+5)V.

A 1

VA

Recommended current (A)

) Welding position
Diameter, mm . "
Lower pos. Vertical pos. Ceiling pos.

2,5 70-90 60-100 60-100
3,0 90-140 80-100 80-100
4,0 160-220 140-180 140-180
5,0 170-260 160-200 -
6,0 220-290 - -

Electrode welding characteristics:
Welding rate, g/Ah: 8,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 460
Specific elongation, % 20
Impact strength, J/cm? 80

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 0,35-0,70
Silicon 0,09-0,25
Sulfur, no more than 0,040
Phosphorus, no more than 0,045
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZOZS-6 AWS:E6024
EN499:E382RR

MAIN PURPOSE

LEZOZS-6 electrodes are intended for manual arc welding structures of carbon steels (C < 0,25%) in
all spatial positions, except vertical top-down, with direct current of reverse polarity or alternative cur-
rent from power sources with open-circuit voltage (50+5)V.

A

Ve

Recommended current (A)

) Welding position
Diameter, mm - "
Lower pos. Vertical pos. Ceiling pos.
3,0 100-140 80-100 80-100
4,0 160-220 140-180 140-180
5,0 170-260 160-200 -
6,0 230-300 - -

Electrode welding characteristics:
Welding rate, g/Ah: 10,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,5

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 460
Specific elongation, % 18
Impact strength, J/cm? 80

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 0,35-0,70
Silicon 0,09-0,25
Sulfur, no more than 0,040
Phosphorus, no more than 0,045
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZLB

AWS:E7015
EN499:E384B22

MAIN PURPOSE

LEZLB electrodes are intended for manual arc welding of extra strength shipbuilding steels with point
of maximum load more than 355 MPa, as well as shipbuilding steels of normal strength; in all spatial
positions, except vertical top-down, with direct current of reverse polarity or alternative current from
power sources with open-circuit voltage (70+10)V.

A )

Ve

Recommended current (A)

. Welding position
Diameter, mm 5 —
Lower pos. Vertical pos. Ceiling pos.
2,0 45-60 35-55 35-55
2,5 50-75 40-70 40-70
3,0 90-110 70-90 70-90
4,0 130-160 120-140 120-140
5,0 180-210 160-180 -
Electrode welding characteristics:
Welding rate, g/Ah: 9,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6
Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:
Ultimate stress, MPa 490
Specific elongation, % 22
Impact strength, J/cm? 127
Chemical composition of welded metal, %
Carbon 0,08-0,11
Manganese 0,80-1,20
Silicon 0,30-0,45
Sulfur, no more than 0,030
Phosphorus, no more than 0,035
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZLBaP AWS:E7015
EN499:E384B22H5

MAIN PURPOSE

LEZLBegr electrodes are intended for manual arc welding of oil-and-gas pipelines; 2,5 and 3,0 mm - for
welding and repair of rootseamsin carbon- and low-alloyed pipes with breaking point up to 589 MPa. 3,0
and 4,0 mm - for welding and repair of filling and facing seams in carbon and low-alloyed pipes with
breaking point up to 530 MPa, as well as backing runs in pipes with breaking point up to 589 MPa.
Welding possible in all spatial positions, except vertical top-down, with direct current of reverse polarity.

A

V.

Recommended current (A)

Diameter, mm Current, A
2,5 70-90
3,0 90-120
4,0 140-170

Electrode welding characteristics:
Welding rate, g/Ah: 9,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Mpeaen npoyHocTn, MPa 530-580

Yield point, MPa 410-470

Specific elongation, %, not less than 22

Impact strength, J/cm?, not less than,

under temperature -20°C 45
-40°C 35

Chemical composition of welded metal, %

Carbon, no more than 0,10
Manganese 0,70-1,10
Silicon 0,20-0,50
Sulfur and Phosphorus

together no more than 0,035
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ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZLB-60 AWS:E7015
DIN1913:E5153B(R)10
EN499:E423B12

MAIN PURPOSE

LEZLB-60 electrodes are intended for arc welding structures of filling- and facing seams in carbon-
and low-alloyed oil-and-gas pipelines with breaking point up to 590 MPa. Welding possible in all spa-
tial positions, except vertical top-down, with direct current of reverse polarity.

A 1

VA

Recommended current (A)

Diameter, mm Current, A
3,0 90-120
4,0 140-170

Electrode welding characteristics:
Welding rate, g/Ah: 9,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 600
Yield point, MPa 490-560
Specific elongation, % 20
Impact strength, J/cm?
under temperature +20°C 110
-40°C 45
-60°C 40
Chemical composition of welded metal, %
Carbon 0,06-0,10
Manganese 1,20-1,55
Silicon 0,25-0,55
Molybdenum 0,30-0,50
Sulfur and Phosphorus, together no more than 0,035

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZANO-21 AWS:E6013
DIN1913-E4332R(C)3
EN499:E382RC12

MAIN PURPOSE

LEZANO-21 electrodes are intended for manual arc welding of common and structural carbon steels
(C <£0,25%), when premium seam formation in different spatial positions is required. Welding possible
in all spatial positions with direct current of reverse polarity oralternative current from power sources
with open-circuit voltage (50£5)V.

A >

»)

Recommended current (A)

) Welding position
Diameter, mm . "
Lower pos. Vertical pos. Ceiling pos. Top-down pos.
2,5 70-90 60-100 60-100 100-120
3,0 90-130 80-110 80-110 140-170
4,0 140-180 120-160 120-160 -
5,0 170-220 150-190 - -
6,0 240-300 - - -

Electrode welding characteristics:
Welding rate, g/Ah: 8,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 460
Specific elongation, % 20
Impact strength, J/cm? 80

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 0,35-0,70
Silicon 0,09-0,25
Sulfur, no more than 0,040
Phosphorus, no more than 0,045

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZUONY-13/45 AWS:E6015
EN499:E353B22

MAIN PURPOSE

LEZUONY-13/45 electrodes are intended for manual arc welding of extra important structures made
of carbon steels, when extra quality in plasticity and impact strength of seams is required. Welding in all
spatial positions, except vertical top-down, with direct current of reverse polarity.

A 1

VA

Recommended current (A)

) Welding position
Diameter, mm . "
Lower pos. Vertical pos. Ceiling pos.
2,5 70-90 60-80 60-80
3,0 100-130 90-120 90-120
4,0 130-180 120-160 120-160
5,0 170-210 160-210 -

Electrode welding characteristics:
Welding rate, g/Ah: 9,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 420

Specific elongation, % 22

Impact strength, J/cm?

under temperature +20°C 150
-40°C 35

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 0,35-0,65
Silicon 0,20-0,30
Sulfur, no more than 0,030
Phosphorus, no more than 0,030

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZUONY-13/55

AWS:E7016-1
DIN1913:E5143B10
EN499:E383B12

MAIN PURPOSE

LEZUONY-13/55 electrodes are intended for manual arc welding of extra important structures made
of carbon and low-alloy steels, when extra quality in plasticity and impact strength of seams is required,
especially working under low temperatures. Welding in all spatial positions, except vertical top-down,
with direct current of reverse polarity or alternative current from power sources with open-circuit volt-
age (70+£10)V.

A

Ve

Recommended current (A)

) Welding position
Diameter, mm - "
Lower pos. Vertical pos. Ceiling pos.

2,5 55-80 50-65 45-65

3,0 90-120 80-100 70-90

4,0 130-150 130-140 110-130

5,0 180-210 160-180 -

6,0 210-240 - -

Electrode welding characteristics:
Welding rate, g/Ah: 9,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7
Main characteristics of seam and welded metal

Mechanical properties of seam metal, not less than:
Ultimate stress, MPa 490
Specific elongation, % 20
Impact strength, J/cm?
under temperature +20°C 130

-40°C 35

Chemical composition of welded metal, %
Carbon, no more than 0,12
Manganese 0,70-1,20
Silicon 0,20-0,50
Sulfur, no more than 0,030
Phosphorus, no more than 0,030

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZUONY-13/55A

AWS:E7018-1
DIN1913:E5143B10
EN499:E383B32

MAIN PURPOSE

LEZUONY-13/55A electrodes are intended for manual arc welding of extra important structures made
of carbon and low-alloy steels with improved productivity, when extra quality in plasticity and impact
strength of seams is required, especially working under low temperatures. Welding in all spatial posi-
tions, except vertical top-down, with direct current of reverse polarity.

A 1

VA

Recommended current (A)

) Welding position
Diameter, mm . "
Lower pos. Vertical pos. Ceiling pos.

2,5 55-80 50-65 45-65

3,0 100-130 80-100 70-90

4,0 140-160 130-140 110-130

5,0 190-220 160-180 -

Electrode welding characteristics:
Welding rate, g/Ah: 10,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6
Main characteristics of seam and welded metal

Mechanical properties of seam metal, not less than:
Ultimate stress, MPa 490
Specific elongation, % 20
Impact strength, J/cm?
under temperature +20°C 130

-40°C 35

Chemical composition of welded metal, %
Carbon, no more than 0,12
Manganese 0,70-1,20
Silicon 0,20-0,60
Sulfur, no more than 0,030
Phosphorus, no more than 0,030

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

UONY-13/55S

AWS:E7015
DIN1913:E515B10
EN499:E423B42

MAIN PURPOSE

LEZUONY-13/55S electrodes are intended for manual arc welding of extra important structures made
of carbon and low-alloy steels, when extra quality in plasticity and impact strength of seams is required,
especially working under low temperatures. This grade provides high quality seam formation and excel-
lent slag separation in any spatial position. Welding possible in all spatial positions, except vertical
top-down, with direct current of reverse polarity.

A

Ve

Recommended current (A)

) Welding position
Diameter, mm - "
Lower pos. Vertical pos. Ceiling pos.

2,5 55-80 50-65 45-65

3,0 90-120 80-100 70-90

4,0 130-150 130-140 110-130

5,0 180-210 160-180 -

6,0 210-240 - -

Electrode welding characteristics:
Welding rate, g/Ah: 9,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7
Main characteristics of seam and welded metal

Mechanical properties of seam metal, not less than:
Ultimate stress, MPa 490
Specific elongation, % 20
Impact strength, J/cm?
under temperature +20°C 130

-40°C 35

Chemical composition of welded metal, %
Carbon, no more than 0,12
Manganese 0,70-1,20
Silicon 0,20-0,60
Sulfur, no more than 0,030
Phosphorus, no more than 0,030

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZOZS-18 AWS:7015
DIN1913-E5100B10
EN499:E46AB22H10

MAIN PURPOSE

LEZOZS-18 electrodes are intended for manual arc welding of important corrosion-resistant steel con-
structions (10HSND, 15HSND, 10HNDP and other similar steels). Welding possible in all spatial posi-
tions, except vertical top-down, with direct current of reverse polarity.

A 1

VA

Recommended current (A)

) Welding position
Diameter, mm . "
Lower pos. Vertical pos. Ceiling pos.
3,0 90-110 70-90 60-90
4,0 150-170 130-140 120-130
5,0 170-190 150-170 -

Electrode welding characteristics:
Welding rate, g/Ah: 9,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,5

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 490
Specific elongation, % 22
Impact strength, J/cm? 140

Chemical composition of welded metal, %

Carbon, no more than 0,11
Manganese, no more than 1,00
Silicon 0,15-0,45
Nickel 0,20-0,45
Chrome 0,70-1,30
Copper 0,20-0,50
Sulfur, no more than 0,030
Phosphorus, no more than 0,035

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZUONY-13/55U AWS:E7015
DIN1913:E5133B10
EN499:E422B12

MAIN PURPOSE

LEZUONY-13/55U electrodes are intended for manual arc welding structures of rails as well as rein-
forcement bars in concrete structures made of carbon and low-alloy steels. Welding only in lower posi-
tion, with direct current of reverse polarity.

»
P>

Recommended current (A)

) Welding position
Diameter, mm
Lower pos.
3,0 120-140
4,0 190-200
5,0 250-280

Electrode welding characteristics:
Welding rate, g/Ah: 10,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 540
Specific elongation, % 20
Impact strength, J/cm? 120

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 0,80-1,30
Silicon 0,25-0,45
Sulfur, no more than 0,030
Phosphorus, no more than 0,035

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZUONY-13/65 AWS:E7015-1
EN499:E463B22

MAIN PURPOSE

LEZUONY-13/65 electrodes are intended for manual arc welding of important structures made of car-
bon and low-alloy steels with breaking point up to 590 MPa, including structures working under low

temperatures. Welding in all spatial positions, except vertical top-down, with direct current of reverse
polarity.

A 1

VA

Recommended current (A)

) Welding position
Diameter, mm . "
Lower pos. Vertical pos. Ceiling pos.
3,0 80-110 70-90 70-90
4,0 130-160 120-140 120-130
5,0 160-210 150-170 -

Electrode welding characteristics:
Welding rate, g/Ah: 9,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 590
Specific elongation, % 20
Impact strength, J/cm? 120

Chemical composition of welded metal, %

Carbon, no more than 0,13
Manganese 0,90-1,40
Silicon 0,30-0,55
Sulfur, no more than 0,030
Phosphorus, no more than 0,035

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZVI-10/6/Sv-08A

AWS A 5.1:E8015
EN499:E463MoB22

MAIN PURPOSE

LEZVI-10/6/Sv-08A electrodes are intended for manual arc welding structures of important structures
made of carbon and low-alloy steels with breaking point up to 590 MPa, including structures working
under low temperatures. Welding in all spatial positions, except vertical top-down, with direct current of
reverse polarity.

A >

»)

Recommended current (A)

) Welding position
Diameter, mm - "
Lower pos. Vertical pos. Ceiling pos.

2,5 50-100 40-80 40-80

3,0 80-130 70-110 70-110

4,0 140-180 130-170 130-170

5,0 160-250 150-200 -

Electrode welding characteristics:
Welding rate, g/Ah: 9,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6
Main characteristics of seam and welded metal

Mechanical properties of seam metal, not less than:
Ultimate stress, MPa 620
Specific elongation, % 18
Impact strength, J/cm? 100

Chemical composition of welded metal, %
Carbon 0,08-0,10
Manganese 0,80-1,10
Silicon 0,50-0,70
Molybdenum 0,30-0,50
Sulfur, no more than 0,025
Phosphorus, no more than 0,025

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZTSU-5 AWS:E7015
EN499:E383B22

MAIN PURPOSE

LEZTSU-5 electrodes are intended for manual arc welding of boilers’ heating surfaces, as well as root-
seams of heavy-gauged pipelines’ connections made of carbon and low-alloy steels. Maximum weld
operating temperature 400°C. Welding in all spatial positions, except vertical top-down, with direct cur-
rent of reverse polarity

A 1

VA

Recommended current (A)

Welding position
Lower pos. Vertical pos. Ceiling pos.
2,5 70-90 70-85 65-85

Diameter, mm

Electrode welding characteristics:
Welding rate, g/Ah: 9,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 490
Specific elongation, % 20
Impact strength, J/cm? 130

Chemical composition of welded metal, %

Carbon 0,06-0,12
Manganese 1,00-1,60
Silicon 0,20-0,50
Sulfur, no more than 0,030
Phosphorus, no more than 0,035

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF CARBON AND LOW-ALLOY STEELS

LEZTMU-21U AWS:E7015
EN499:E383B22

MAIN PURPOSE

LEZTMU-21U electrodes are intended for manual arc welding of important metal structures and
pipelines made of carbon and low-alloy structural steels used in energy equipment of heat and nuclear

power stations. Welding in all spatial positions, except vertical top-down, with direct current of reverse
polarity.

A

Ve

Recommended current (A)

) Welding position
Diameter, mm - "
Lower pos. Vertical pos. Ceiling pos.
3,0 90-115 75-100 60-90
4,0 130-170 110-140 100-120
5,0 170-200 140-170 -

Electrode welding characteristics:
Welding rate, g/Ah: 9,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 490
Specific elongation, % 20
Impact strength, J/cm? 130

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 0,70-1,00
Silicon 0,20-0,45
Sulfur, no more than 0,030
Phosphorus, no more than 0,035

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF EXTRA STRENGTH ALLOY STEELS

UONY-13/85 AWS:E11015
EN757:E690MnMoB22

MAIN PURPOSE

LEZUONY-13/85 electrodes are intended for manual arc welding of important and extra important
structures made of extra strength alloy steels with breaking point up to 690-980 MPa. Welding possibl
in all spatial positions, except vertical top-down, with direct current of reverse polarity.

A 1

VA

Recommended current (A)

Diameter mm Welding position
’ Lower pos. Vertical pos. Ceiling pos.
3,0 90-120 80-100 80-100
4,0 140-170 130-150 130-150
5,0 180-210 150-180 -

Electrode welding characteristics:
Welding rate, g/Ah: 10,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6

Main characteristics of seam and welded metal
Mechanical properties of seam metal after thermal treatment
(hardening at 860°C for 45 minutes, tempering at 560°C for 1,5 hours,
air or oil cooling. Test temperature 20°C), not less than:

Ultimate stress, MPa 840
Specific elongation, % 12
Impact strength, J/cm? 50

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 1,50-2,30
Silicon 0,50-1,00
Molybdenum 0,50-0,80
Sulfur, no more than 0,030
Phosphorus, no more than 0,035

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF EXTRA STRENGTH ALLOY STEELS

NIAT-3M AWS A5.1:E11015
EN757:E690MnMoB22

MAIN PURPOSE

LEZNIAT-3M electrodes are intended for manual arc welding of important and extra important
structures made of alloy steels like 30CrMnSi, 30CrMnSiNi and other high-tensile steels with
breaking point up to 690-980 MPa. Welding possible in all spatial positions, except vertical
top-down, with direct current of reverse polarity.

A

N

Recommended current (A)

Diameter mm Welding position
’ Lower pos. Vertical pos. Ceiling pos.
25 60-100 50-90 50-90
3,0 90-130 80-100 80-100
4,0 150-180 140-160 140-160
5,0 200-250 160-180 -

Electrode welding characteristics:
Welding rate, g/Ah: 10,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6

Main characteristics of seam and welded metal
Mechanical properties of seam metal after thermal treatment
(hardening at 900°C for 45 minutes, tempering at 510°C for 1,5 hours,
air cooling. Test temperature 20°C), not less than:

Ultimate stress, MPa 880
Specific elongation, % 12
Impact strength, J/cm? 60

Chemical composition of welded metal, %

Carbon 0,12-0,15
Manganese 1,20-1,50
Silicon 0,20-0,50
Molybdenum 0,30-0,50
Chrome 0,70-0,90
Sulfur, no more than 0,030
Phosphorus, no more than 0,035

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF EXTRA STRENGTH ALLOY STEELS

LEZUONY-13/85U AWS:E11015

MAIN PURPOSE

LEZUONY-13/85U electrodes are intended for manual arc welding of reinforcement bars and rails
made of alloy steels like 35MnSi and 25MnSi. Welding possible in all spatial positions, except vertical
top-down, with direct current of reverse polarity.

A 1

VA

Recommended current (A)

) Welding position
Diameter, mm . "
Lower pos. Vertical pos. Ceiling pos.
3,0 90-120 80-100 80-100
4,0 140-180 100-130 110-140
5,0 190-220 140-160 -

Electrode welding characteristics:
Welding rate, g/Ah: 10,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 840
Specific elongation, % 12
Impact strength, J/cm? 50

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 1,50-2,30
Silicon 0,50-1,00
Molybdenum 0,50-0,80
Sulfur, no more than 0,030
Phosphorus, no more than 0,035

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF HIGH-ALLOY HEAT-RESISTANT STEELS

LEZOZL-5 DIN 8556:E24.14SiB20
EN1600:E2312Si2B22

MAIN PURPOSE

LEZOZL-5 electrodes are intended for manual arc welding of rolled metal and casting defects in struc-
tures made of heat-resistant steels like X20CrNiSi 25 20 and other steels similar to them, working under
temperatures up to 1050°C in oxidizing environments. Welding possible in all spatial positions, except
vertical top-down, with direct current of reverse polarity.

A

Ve

Recommended current (A)

) Welding position
Diameter, mm - "
Lower pos. Vertical pos. Ceiling pos.
3,0 50-90 50-70 50-70
4,0 90-140 90-110 90-110
5,0 120-170 120-140 -

Electrode welding characteristics:
Welding rate, g/Ah: 12,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 590
Specific elongation, % 24
Impact strength, J/cm? 60

Chemical composition of welded metal, %

Carbon, no more than 0,14
Manganese 1,00-2,00
Silicon 1,20-2,20
Nickel 13,0-15,0
Chrome 22,0-25,0
Sulfur, no more than 0,020
Phosphorus, no more than 0,030
Ferrite phase content (%, in weld metal) 2,0-10,0

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF HIGH-ALLOY HEAT-RESISTANT STEELS

LEZOZL-9A DIN 8556:E2516Mn6RB20
EN1600:E2520B822

MAIN PURPOSE

LEZOZL-9A electrodes are intended for manual arc welding of structures made of heat-resistant steels
like X12CrNiMn 25 16 7 and other steels similar to them, working under temperatures up to 1050°C in
oxidizing environments and under Temperatures up to 1000°C in carburizing environments. Welding
possible in all spatial positions, except vertical top-down, with direct current of reverse polarity.

A 1

VA

Recommended current (A)

Diameter mm Welding position
’ Lower pos. Vertical pos. Ceiling pos.
2,5 40-60 30-60 30-60
3,0 70-90 50-80 50-80
4,0 110-130 90-110 90-110

Electrode welding characteristics:
Welding rate, g/Ah: 13,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 590
Specific elongation, % 25
Impact strength, J/cm? 100

Chemical composition of welded metal, %

Carbon 0,22-0,35
Manganese 5,00-7,50
Silicon, no more than 0,50
Nickel 14,50-17,00
Chrome 22,50-26,00
Sulfur, no more than 0,020
Phosphorus, no more than 0,035

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF HIGH-ALLOY CORROSION-RESISTANT STEELS

OoZL-7

AWS:A5.4-92:E347-15
EN1600:E199NbB22

MAIN PURPOSE

LEZOZL-7 electrodes are intended for manual arc welding of important Chrome-nickel corro-
sion-resistant steel ware (X8CrNi 1810 and other steels similar to them), working in corrosive mediums,
when extra high grain-boundary corrosion resistance of seam metal is needed. Welding possible in all
spatial positions, except vertical top-down, with direct current of reverse polarity.

A

Ve

Recommended current (A)

Diameter mm Welding position
’ Lower pos. Vertical pos. Ceiling pos.
2,5 40-70 40-60 40-60
3,0 50-90 50-70 50-70
4,0 90-140 90-110 90-110
5,0 120-170 120-140 -

Electrode welding characteristics:

Welding rate, g/Ah: 11,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7
Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:
Ultimate stress, MPa 540
Specific elongation, % 22
Impact strength, J/cm? 80
Chemical composition of welded metal, %
Carbon 0,05-0,10
Manganese 1,00-2,50
Silicon, no more than 1,30
Nickel 8,00-10,50
Chrome 18,00-22,00
Niobium 0,70-1,30
Sulfur, no more than 0,020
Phosphorus, no more than 0,030
Ferrite phase content (%, in weld metal) 2,0-10,0

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF HIGH-ALLOY CORROSION-RESISTANT STEELS

LEZOZL-8

AWS:E-308-15
EN1600:E199B22

MAIN PURPOSE

LEZOZL-8 electrodes are intended for manual arc welding of important points in chrome-nickel, cor-
rosion-resistant steel constructions (X8CrNi 1810 and other steels similar to them), when
grain-boundary corrosion resistance of seam metal is not needed. Welding possible in all spatial posi-
tions, except vertical top-down, with direct current of reverse polarity.

A 1

VA

Recommended current (A)

) Welding position
Diameter, mm - "
Lower pos. Vertical pos. Ceiling pos.

2,5 40-70 40-60 40-60

3,0 50-90 50-70 50-70

4,0 90-140 90-110 90-110

5,0 120-170 120-140 -

Electrode welding characteristics:
Welding rate, g/Ah: 13,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7
Main characteristics of seam and welded metal

Mechanical properties of seam metal, not less than:
Ultimate stress, MPa 540
Specific elongation, % 30
Impact strength, J/cm? 100

Chemical composition of welded metal, %
Carbon, no more than 0,09
Manganese 1,00-2,00
Silicon 0,30-1,20
Nickel 7,50-10,00
Chrome 18,00-21,50
Sulfur, no more than 0,020
Phosphorus, no more than 0,030
Ferrite phase content (%, in weld metal) 2,0-8,0

JSC «LOSINOOSTROVSKY ELECTRODE PLANT» - MOSCOW



ELECTRODES FOR WELDING OF HIGH-ALLOY CORROSION-RESISTANT STEELS

LEZ-8 AWS:E308-26
EN1600:E199MPR23

MAIN PURPOSE

LEZ-8 electrodes are intended for manual arc welding of important constructions made of
chrome-nickel, corrosion-resistant steel (X8CrNi 18 10 and other steels similar to them), when
grain-boundary corrosion resistance of seam metal is not needed. Welding possible in all spatial posi-
tions, except vertical top-down, with direct current of reverse polarity or alternative current from power
sources with open-circuit voltage (70+10)V.

A

Ve

Recommended current (A)

) Welding position
Diameter, mm - P
Lower pos. Vertical pos. Ceiling pos.
2,5 50-70 50-60 50-60
3,0 70-100 50-80 50-80

Electrode welding characteristics:
Welding rate, g/Ah: 12,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,45

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 540
Specific elongation, % 30
Impact strength, J/cm? 100

Chemical composition of welded metal, %

Carbon, no more than 0,09
Manganese 1,00-2,00
Silicon 0,30-1,20
Nickel 7,50-10,00
Chrome 18,00-21,50
Sulfur, no more than 0,020
Phosphorus, no more than 0,030
Ferrite phase content (%, in weld metal) 2,0-8,0
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ELECTRODES FOR WELDING OF HIGH-ALLOY CORROSION-RESISTANT STEELS

TST-15 AWS:E347-15
EN1600:E499NbB22

MAIN PURPOSE

LEZTST-15 electrodes are intended for manual arc welding of important pointsin austenite steel con-
structions (XCrNiNb 16 13 and other similar steels), working under temperatures up to 570-650°C and
high pressure, as well as for welding of the same steels, when extra high grain-boundary corrosion
resistance of seam metal is needed. Welding possible in all spatial positions, except vertical top-down,

with direct current of reverse polarity.

A 1

VA

Recommended current (A)

Diameter mm Welding position
’ Lower pos. Vertical pos. Ceiling pos.
2,5 40-70 40-60 40-60
3,0 50-90 50-70 50-70
4,0 90-140 90-110 90-110
5,0 120-170 120-140 -

Electrode welding characteristics:
Welding rate, g/Ah:

Consumption of electrodes (on 1 kg of welded metal), Kg.:

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:
Ultimate stress, MPa
Specific elongation, %
Impact strength, J/cm?

Chemical composition of welded metal, %
Carbon
Manganese
Silicon, no more than
Nickel
Chrome
Niobium
Sulfur, no more than
Phosphorus, no more than
Ferrite phase content (%, in weld metal)

0,05-0,12
1,00-2,50

1,30

8,50-10,50
18,00-20,50
0,70-1,30

0,020
0,030

2,0-5,5
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ELECTRODES FOR WELDING OF HIGH-ALLOY CORROSION-RESISTANT STEELS

LEZTSL-9 AWS:E309Nb-15
EN1600:E2312NbB22

MAIN PURPOSE

LEZTSL-9 electrodes are intended for manual arc alloy-side welding of important two-ply corro-
sion-resistant steel constructions (X12CrNi 18 10 and other similar steels), when high grain-boundary
corrosion resistance of seam metal is needed. Welding possible in all spatial positions, except vertical
top-down, with direct current of reverse polarity.

A

Ve

Recommended current (A)

Diameter mm Welding position
’ Lower pos. Vertical pos. Ceiling pos.
3,0 80-100 70-90 50-80
4,0 130-150 100-130 100-130
5,0 150-170 130-150 -

Electrode welding characteristics:
Welding rate, g/Ah: 11,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 590
Specific elongation, % 25
Impact strength, J/cm? 70

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 1,20-2,50
Silicon 0,40-1,20
Nickel 11,50-14,00
Chrome 21,50-26,50
Niobium 0,70-1,30
Sulfur, no more than 0,020
Phosphorus, no more than 0,030
Ferrite phase content (%, in weld metal) 2,0-10,0
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ELECTRODES FOR WELDING OF HIGH-ALLOY CORROSION-RESISTANT STEELS

LEZTSL-11

AWS:E347-15
EN1600:E199NbB22

MAIN PURPOSE

LEZTSL-11 electrodes are intended for manual arc welding of important corrosion-resistant steel ware
(X12CrNi 18 10 and other similar steels), when high grain-boundary corrosion resistance of seam metal
is needed. Welding possible in all spatial positions, except vertical top-down, with direct current of
reverse polarity.

A 1

VA

Recommended current (A)

Diameter mm Welding position
’ Lower pos. Vertical pos. Ceiling pos.
2,5 40-70 40-60 40-60
3,0 50-90 50-70 50-70
4,0 90-140 90-110 90-110
5,0 120-170 120-140 -

Electrode welding characteristics:

Welding rate, g/Ah: 11,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,7
Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:
Ultimate stress, MPa 540
Specific elongation, % 22
Impact strength, J/cm? 80
Chemical composition of welded metal, %
Carbon 0,05-0,12
Manganese 1,00-2,50
Silicon, no more than 1,30
Nickel 8,00-10,50
Chrome 18,00-22,00
Niobium 0,70-1,30
Sulfur, no more than 0,020
Phosphorus, no more than 0,030
Ferrite phase content (%, in weld metal) 2,0-10,0
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ELECTRODES FOR WELDING OF HIGH-ALLOY CORROSION-RESISTANT STEELS

LEZ-11 AWS:E347-26
EN1600:E199NbMPR23

MAIN PURPOSE

LEZ-11 electrodes are intended for manual arc alloy-side welding of corrosion-resistant steel ware
(X12CrNi 18 10 and other similar steels), when grain-boundary corrosion resistance of seam metal is
needed. Welding possible in all spatial positions, except vertical top-down, with direct current of
reverse polarity or alternative current from power sources with open-circuit voltage (70£10)V.

A

Ve

Recommended current (A)

Diameter mm Welding position
’ Lower pos. Vertical pos. Ceiling pos.
25 70-90 50-80 50-80
3,0 120-150 110-130 110-130

Electrode welding characteristics:
Welding rate, g/Ah: 12,5
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,45

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 540
Specific elongation, % 22
Impact strength, J/cm? 80

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 1,00-2,50
Silicon, no more than 1,30
Nickel 8,00-10,50
Chrome 18,00-22,00
Niobium 0,70-1,30
Sulfur, no more than 0,020
Phosphorus, no more than 0,030
Ferrite phase content (%, in weld metal) 2,0-10,0
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ELECTRODES FOR WELDING OF HIGH-ALLOY CORROSION-RESISTANT STEELS

NZH-13 AWS:E318-15
EN1600:E19123NbB22

MAIN PURPOSE

LEZNZH-13 electrodes are intended for manual arc welding of important equipment made of corro-
sion-resistant chrome-nickel-molybdenum steels (X10CrNiMo 12 13 2 and other similar steels), work-
ing under temperatures up to 350°C, when grain-boundary corrosion resistance of seam metal is need-
ed. Welding possible in all spatial positions, except vertical top-down, with direct current of reverse
polarity.

A 1

VA

Recommended current (A)

) Welding position
Diameter, mm - "
Lower pos. Vertical pos. Ceiling pos.
2,5 40-70 40-60 40-60
3,0 50-90 50-70 50-70
4,0 90-140 90-110 90-110
5,0 120-170 120-140 -

Electrode welding characteristics:
Welding rate, g/Ah: 13,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,8

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 590
Specific elongation, % 22
Impact strength, J/cm? 70

Chemical composition of welded metal, %

Carbon, no more than 0,12
Manganese 1,00-2,50
Silicon, no more than 1,20
Nickel 8,50-12,00
Chrome 17,00-20,00
Niobium 0,70-1,30
Molybdenum 1,80-3,00
Sulfur, no more than 0,020
Phosphorus, no more than 0,030
Ferrite phase content (%, in weld metal) 2,0-10,0
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ELECTRODES FOR WELDING OF HIGH-ALLOY CORROSION-RESISTANT STEELS

LEZKTI-5 AWS:E318-15
EN1600:E19122VB22

MAIN PURPOSE

LEZKTI-5 electrodes are intended for manual arc welding of important points in steam and gas turbines
made of austenite cast forge and heat-resistant steels (X20CrNi 23 13 and other similar steels), working
under temperatures up to 550-600°C, as well as for repairing casting defects of the same steels. Welding
possible in all spatial positions, except vertical top-down, with direct current of reverse polarity.

A

Ve

Recommended current (A)

. Welding position
Diameter, mm - P
Lower pos. Vertical pos. Ceiling pos.
3,0 80-100 70-90 70-80
4,0 110-140 100-125 90-115
5,0 150-180 - -

Electrode welding characteristics:
Welding rate, g/Ah: 12,0
Consumption of electrodes (on 1 kg of welded metal), Kg.: 1,6

Main characteristics of seam and welded metal
Mechanical properties of seam metal, not less than:

Ultimate stress, MPa 568
Specific elongation, % 22
Impact strength, J/cm? 49

Chemical composition of welded metal, %

Carbon 0,06-0,12
Manganese 2,80-4,00
Silicon, no more than 0,50
Nickel 9,50-12,00
Chrome 17,50-20,00
Molybdenum 1,80-2,70
Vanadium 0,35-0,60
Sulfur, no more than 0,030
Phosphorus, no more than 0,040
Ferrite phase content (%, in weld metal) 2,0-5,5
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