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For 80kg/mm? Class High Tensile Steel
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DESCRIPTION

LX-110 is a low hydrogen type electrode used for welding of 80 kg/mm? class high tensile steel,
Its weld metal shows excellent mechanical properties and crack resistibility.

APPLICATIONS

Pressure vessels, steel structures using of 80kg/mmz class high tensile steel.

Instructions for welding

1. Dry the electrodes at 380° ~ 430° for 30 ~ 60 minutes before use.

2. Choose the welding current within the suitable welding current range.

3. Preheat at 120° ~ 200° C before welding, preheat temperature varies in accordance with
plate thickness and grade of steels.

4, Adopt back step method or strike the arc on a start tab to prevent blowholes at the arc
starting.

5. If the thickness of each pass increases by low speed welding, the impact value and yield
point will tend to decrease.

TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)
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TYPICAL CHEMICAL COMPOSITION OF WELD METAL(%)

Yield Point Tensile Strength Elongation Charpy Impact Value
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73.2 kgffmm?2 85.3 kgf/mm2 11.7 kgf-m

RECOMMENDED CURRENTS: (AC or DGEP)

Size Diameter (vunn) 3.2 4.0 | 5.0
(mm) Length (rriuem) 350 400 | 400

CISILETRCPESESC ORI 00150 | 130-190 | 180-240




