ONEKTPOoAbl C HU3KUM COEpPKaHUEM
Bogopoga LASER

TexHn4Yeckne xapakTepUCTmKm

Anmartbl (727)345-47-04
Anrapck (3955)60-70-56
ApxaHrenbck (8182)63-90-72
AcTpaxaHb (8512)99-46-04
BapHayn (3852)73-04-60
Benropop (4722)40-23-64
BnaroBeleHck (4162)22-76-07
BpsiHck (4832)59-03-52
BnapuBoctok (423)249-28-31
BnapukaBkas (8672)28-90-48
Bnagnumup (4922)49-43-18
Bonrorpapg (844)278-03-48
Bonorga (8172)26-41-59
BopoHex (473)204-51-73
EkaTepuHbypr (343)384-55-89

Poccus +7(495)268-04-70

Mo Bonpocam npogax 1 nogaepkn odbpallanTecs:

MBaHoBo (4932)77-34-06
WMxeck (3412)26-03-58
WpkyTck  (395)279-98-46
KazaHb (843)206-01-48
KanunuHrpapg, (4012)72-03-81
Kanyra (4842)92-23-67
KemepoBo (3842)65-04-62
Kvpog (8332)68-02-04
KonomHa (4966)23-41-49
Koctpoma (4942)77-07-48
KpacHopap (861)203-40-90
KpacHosipck (391)204-63-61
Kypck (4712)77-13-04
KypraH (3522)50-90-47
Iuneuk (4742)52-20-81

KasaxcraH +(727)345-47-04

Marnutoropck (3519)55-03-13
Mocksa (495)268-04-70

MypmaHck (8152)59-64-93
Hab6epexHble YenHbl (8552)20-53-41
HwxHuin Hosropop (831)429-08-12
HoBoky3HeLk (3843)20-46-81
Hosbpbek (3496)41-32-12
Hosocunbupck (383)227-86-73
Omck (3812)21-46-40

Open (4862)44-53-42

OpeHbypr (3532)37-68-04

MeHsa (8412)22-31-16
MeTposaBopck (8142)55-98-37
Mckos (8112)59-10-37

Mepmb (342)205-81-47

Benapych +(375)257-127-884

PoctoB-Ha-[JoHy (863)308-18-15
PssaHb (4912)46-61-64

Camapa (846)206-03-16
CaHkT-TNeTepbypr (812)309-46-40
Capatos (845)249-38-78
CeBacTtononsb (8692)22-31-93
CapaHck (8342)22-96-24
Cumdeponons (3652)67-13-56
CmoneHck (4812)29-41-54

Coun (862)225-72-31
CraBpononb (8652)20-65-13
CypryT (3462)77-98-35
CobikTbiBKap (8212)25-95-17
TamboB (4752)50-40-97

Teepb (4822)63-31-35

Y36ekucran +998(71)205-18-59

an.noyta: gak@nt-rt.ru || canT: https://geka.nt-rt.ru

Tonbattn (8482)63-91-07
Tomck (3822)98-41-53
Tyna (4872)33-79-87
TiomeHb (3452)66-21-18
YnbsiHoBCK (8422)24-23-59
YnaH-Ypas (3012)59-97-51
Yha (347)229-48-12
XabapoBck (4212)92-98-04
Yebokcapebl (8352)28-53-07
YensabuHck (351)202-03-61
Yepenosel| (8202)49-02-64
Yura (3022)38-34-83
AkyTck (4112)23-90-97
Apocnaenb (4852)69-52-93

Kupruaua +996(312)96-26-47


https://geka.nt-rt.ru
mailto:gak@nt-rt.ru

Standards

TS EN ISO 2560-A :E 38 4 B 42 H5

Low Hydrogen Electrode

LASER B 43

Chemical Composition of
Weld Metal % (Typical)

EN ISO 2560-A :E384B42H5 C Si | Mn
AWS A5.1 :E 7016-1 H4 0.06 0.5 0.7
Mechanical Properties
Yield Tensile Impact El ii
Strength Strength Strength L (1“5%3 "z/"
(N/mm?) (N/mm?) (1S0-V/-50°C) Lo (),
min. 400 490-600 min. 47 J min. 24

Typical Base Material Grades

e 5235JR-E295, S235J2G3-S355J2G3, C22, C35, P235T1-P355T1, P235T2,P355T2,
L210 -L320, L290MB-L320MB, P235G1TH, P255G1TH, P235GH,P265GH, P295GH,
S235JRS1-523544S, S315G1S-S355G3S, S255N-S355N, P255NH-P355NH,
S255NL-S355NL, GE200 - GE240

* API 5L: A, B, X42, X46, X52, X56

Features and Applications

e Suitability for use in welding at all positions except for vertical down position

¢ Weld metal recovery of about 110%

¢ Weld deposits with very low hydrogen content

¢ High-quality and ductile, crack-resistant weld metals, mostly forming rigid weldments with
beads of large cross-sections

¢ D.C. (-) is recommended for the root pass

¢ Requirement of re-drying for minimum 2 hours at the temperatures between 300°C and 350°C

Welding Positions
I=i=T
Current Type

D.C. (-) for root pass / D.C. (+)
Operating Data

Product Diameter x Length Welding Current Weight
Code (mm) / (inch) A g /100 pcs
3010100336 2.50 x 350 3/32x14” 80-110 2270
3010100339 3.20 x 350 1/8 x14” 100 - 140 3610
3010100342 4.00 x 450 5/32 x 18” 130 -190 6760
3010100345 5.00 x 450 3/16 x 18” 190 - 240 10125

Approvals: TSE, CE, ABS SEPRO, DNV-GL



Low Hydrogen Electrode

LASER B 47

Standards Chemical Composition of
Ipositio
TSENISO 2560-A : E 42 4 B 42 H5 Weld Metal % (Typical)
ENISO 2560-A  :E42 4B 42 H5 C | si | Mn
AWS A5 1 .E 7018 H4 007 05 1.0

Mechanical Properties

Yield Tensile Impact El ii
Strength Strength Strength ; gnS%a |(Z/n
(N/mm?) (N/mm?) (1S0-V/-40°C) (Lo=5do) (%)
min. 420 510-600 min. 47 J min. 24

Typical Base Material Grades

e S5235JR-E295, E335, S235J2G3-S355J2G3, C22, C35, P235T1-P355T1, P235T2,P355T2,
L210-L360, L290MB-L360MB, P235G1TH, P255G1TH, P235GH-P295GH,
S235JRS1-523544S, S315G1S-S355G3S, S255N-S355N, P255NH-P355NH,
S255NL-S355NL, GE200-GE300

* API 5L: A, B, X42, X46, X52, X56, X60

Features and Applications

e Suitabilty for use in out-of-position welding except for welding at veretical down position

e Excellent strength and toughness

e Suitability for use in the fields of steel constructions, boiler, container, machine manufacturing
and shipbuilding as well as for use in welding low-purity and high-carbon steels

e Suitability for the formation of welding buffer layers when buiding up high-carbon stees

¢ \Weld deposits with very low hydrogen content

¢ \Weld metal recovery of about 120%

¢ Requirement of re-drying for minimum 2 hours at the temperatures between 300°C and 350°C

Welding Positions

LUEUIETR

Current Type

D.C. (+)

Operating Data

Product Diameter x Length Welding Current Weight
Code (mm) / (inch) A) g /100 pcs

3010100351 2.50 x 350 3/32x14” 80-110 2410
3010100354 3.20 x 350 1/8 x14” 100 - 140 3790
3010100363 4.00 x 450 5/32 x18” 130 -190 6850
3010100369 5.00 x 450 3/16 x 18” 190 - 240 10715

Approvals: BV, DNV-GL, TL, DB, ABS, LR, RS, RINA, NK, TSE, TUV, SEPRO, CWB, HAKC, CE, CWB



Low Hydrogen Electrode

LASER B 47-A

Standards Chemical Composition of
0 .
TSENISO 2560-A : E 42 4 B 32 H5 Weld Metal % (Typical)
EN ISO 2560-A :E42 4B 32 H5 C Si | Mn
AWS A5.1 :E 7016-1 H4 007 06 1.0
Mechanical Properties
Yield Tensile Impact El ii

Strength Strength Strength L (1']5%3 "Z/"

(N/mm?) (N/mm?) (1S0-V/-46°C) L=l

min. 420 500-610 min. 47 J min. 24

Typical Base Material Grades

e 5235JR-E295, E335, S235J2G3-5355J2G3, €22, C35, P235T1-P355T1, P235T2,P355T2,
L210-L360, L290MB-L320MB, P235G1TH, P255G1TH, P235GH-P295GH, S235JRS1
S23544S, S315G1S-S355G3S, S255N-S355N, GE200-GE300

* AP| 5L: A, B, X42, X46, X52, X56, X60

Features and Applications

e Suitability for welding with AC power

e Suitability for use in out-of-position welding except for welding at vertical down position

e Excellent strength and toughness

e Suitability for use in the fields of steel constructions, boiler, container, machine manifacturing,
and shipbuilding construction as well as for use in welding low-purity and high-carbon steels

e Suitability for the formation of welding buffer layers when building up high-carbon steels

¢ \Weld deposits with very low hydrogen content

¢ \Weld metal recovery of about 125%

¢ Requirement of re drying for minimum 2 hours at the temperatures between 300°C and 350°C

Welding Positions

LT K

Current Type

D.C. (+)/A.C.

Operating Data

Product Diameter x Length Welding Current Weight
Code (mm) / (inch) A) g /100 pcs

3010100372 2.50 x 350 3/32x 14” 80 -100 2320
3010100375 3.20 x 350 1/8 x 147 100-140 3720
3010100378 4.00 x 350 5/32 x 14” 130 -190 5380
3010100381 4.00 x 450 5/32 x 18” 130 -190 6820

Approvals: TSE, CE, ABS, SEPRO



Low Hydrogen Electrode

LASER B 50

Standards Chemical Composition of
0 .
TSEN IS0 2560-A :E 42 5 B 42 H5 Weld Metal % (Typical)
EN ISO 2560-A :E425B 42 H5 C Si | Mn
AWS A5.1 :E7018-1H4 0.08 05 1.1
Mechanical Properties
Yield Tensile Impact El ii

Strength Strength Strength L (1"5%3 ";/"

(N/mm?) (N/mm?) (1S0-V/-50°C) (Lo=5dk) (%)

min. 420 510-630 min. 47 J min. 24

Typical Base Material Grades

e S5235JR-E295, E335, S235J2G3-5355J2G3, C22, C35, P235T1-P355T1, P235T2,P355T2,
L210-L360, L290MB-L360MB, P235G1TH, P255G1TH, P235GH-P355GH, S235JRS1-
S235J4S, S315G1S-S355G3S, S255N-S355N, P255NH-P355NH, S255NL-S355NL,
GE200-GE300

* API 5L: A, B, X42, X46, X52, X56, X60

Features and Applications

e Suitability for use in out-of-position welding except for welding at vertical down position

e Excellent strength and toughness

e Suitability for use in the fields of steel constructions, boiler, container, machine manifacturing
and vertical construction as well as for use in welding low-purity and high-carbon steels

e Suitability for the formation of welding buffer layers when building up high-carbon steels

¢ \Weld deposits with very low hydrogen content

¢ Weld metal recovery of about 110%

¢ Requirement of re-drying for minimum 2 hours at the temperatures between 300°C and 350°C

Welding Positions
Y
LT
Current Type
D.C.(+)
Operating Data
Product Diameter x Length Welding Current Weight
Code (mm) / (inch) A g /100 pcs
3010100390 2.50 x 350 3/32x14” 80 -100 2220
3010100393 3.20 x 350 1/8 x 14” 100-140 3645
3010100402 4.00 x 450 5/32 x 18” 130 -190 6700
3010100408 5.00 x 450 3/16 x 18” 190/240 10500

Product Code TSE, ABS, CE, DNV-GL, SEPRO, CWB



Low Hydrogen Electrode

LASER B 55

Standards Chemical Composition of
Iposttio
TSEN IS0 2560-A : E 46 5 B 42 H5 Weld Metal % (Typical)
ENISO 2560-A  :E465B 42 H5 C | si | Mn
AWS A5 1 'E7018 - 1 H4 0.08 04 1.4

Mechanical Properties

Yield Tensile Impact El ii
Strength Strength Strength ; tinS%a |(z/n
(N/mm?) (N/mm?) (1S0-V/-50°C) (Lo=5d0) (%)
min. 460 530-650 min. 47 J min. 24

Typical Base Material Grades

e S5235JR-E295, E335, S235J2G3-S355J2G3, P235T1-P355T1, P235T2,P355T2, L210NB-
L415NB, L290MB-L360MB, P235G1TH, P255G1TH, P235GH-P355GH, S235JRS1-5235J44S,
S315G1 S-S355G3S, S255N-S380N, P255NH-P355NH, S255NL-S460NL1, GE200-GE300

* AP| 5L: X42, X46, X52, X56, X60, X65

Features and Applications

e Suitability for use in out-of-position welding except for welding at vertical down position

e High ductility at low temperatures down to -50°C

e Suitability for use in welding low-purity and high-carbon steels

¢ \Weld deposits with very low hydrogen content

e High-quality weld metals with higher strength values

¢ Requirement of re-drying for minimum 2 hours at the temperatures between 300°C and 350°C

Welding Positions
Y
) b K
Current Type
D.C. (+)
Operating Data
Product Diameter x Length Welding Current Weight
Code (mm) / (inch) A g /100 pcs
3010100411 2.50 x 350 3/32 X 14”7 80-100 2200
3010100414 3.20 x 350 1/8 X 14” 100 - 140 3550
3010100417 4.00 x 450 5/32 X18” 130 -190 6570
3010100420 5.00 x 450 3/16 X 18” 190 - 240 10220

Approvals: TSE, CE, ABS, SEPRO



Low Hydrogen Electrode

LASER B 55-S

Standards Chemical Composition of
Ipositio
TSENISO 2560-A : E 46 6 B 42 H5 Weld Metal % (Typical)
ENISO 2560-A  :E 46 6B 42 H5 ¢ | Si | Mn
AWS A5 1 .E7018 - 1 H4 008 04 14

Mechanical Properties*

Yield Tensile Impact El ii
Strength Strength Strength ; gnS%a |(Z/n
(N/mm?) (N/mm?) (1S0-V/-60°C) (Lo=5do) (%)
min. 460 530-650 min. 47 J min. 24
* CTOD tested

Typical Base Material Grades

e S5235JR-E295, E335, S235J2G3-5355J2G3, P235T1-P355T1, P235T2,P355T2, L210NB-
L415NB, L290MB-L360MB, P235G1TH, P255G1TH, P235GH-P355GH, S235JRS1-5235J4S,
S315G1S-S355G3S, S255N-S380N, P255NH-P355NH, S255NL-S460NL1, GE200-GE300

® AP| 5L: X42, X46, X52, X56, X60, X65

Features and Applications

e Suitability for use in welding of high-strength, fine-grained steels

e High ductility at low temperatures down to -60°C

e |t is used for joining thick materials safely

¢ \Weld metal recovery of approx. 120%

¢ Requirement of re-drying for minimum 2 hours at the temperatures between 300°C and 350°C
e CTOD tested.

Welding Positions

LT

Current Type
D.C.(+)

Operating Data

Product Diameter x Length Welding Current Weight
Code (mm) / (inch) A g /100 pcs
3010100423 2.50 x 350 3/32x14” 80-100 2380
3010100426 3.20 x 350 1/8 x14” 100 - 140 3740
3010100432 4.00 x 450 5/32 x18” 130 -190 7000

Approvals: TSE, BV, ABS, CE, SEPRO, CWB



Low Hydrogen Electrode

LASER B 60

Standards Chemical Composition of
0 .
TSENISO 2560-A : E 42 4 B 42 H5 Weld Metal % (Typical)
EN ISO 2560-A :E42 4B 42 H5 C Si | Mn
AWS A5.1 :E 7018 - H4 0.08 0.6 1.2
Mechanical Properties
Yield Tensile Impact £l i

Strength Strength Strength L (1"5%3 ";/"

(N/mm?) (N/mm?) (1S0-V/-40°C) (Eo=a¢) (7o)

min. 420 520-630 min. 47 J min. 24

Typical Base Material Grades

e S5235JR-E295, E335, S235J2G3-5355J2G3, C22, C35, P235T1-P355T1, P235T2,P355T2,
L210-L360, L290MB-L360MB, P235G1TH, P255G1TH, P235GH-P355GH,
S235JRS1-523544S, S315G1S-S355G3S, S255N-S355N, P255NH-P355NH,
S255NL-S355NL, GE200-GE300

* AP| 5L: A, B, X42, X46, X52, X56, X60

Features and Applications

e Suitability for use in out-of-position welding except for welding at vertical down position

e Excellent strength and toughness

e Suitability for use in the fields of steel constructions, boiler, container, machine manifacturing
and shipbuilding as well as for use in welding low purity and high-carbon steels

e The pressure vessels used in the production

e Suitability for the formation of welding buffer layers when building up high-carbon steels

¢ Weld deposits with very low hydrogen content

¢ Requirement of re-drying for minimum 2 hours at the temperatures between 300°C and 350°C

Welding Positions
Y
ZN @' B‘ ? X
Current Type
D.C. (+)
Operating Data
Product Diameter x Length Welding Current Weight
Code (mm) / (inch) A) g /100 pcs
3010100438 2.5 x 350 3/32 x14” 60 - 90 2300
3010100441 3.2x 350 1/8 x 147 100 - 140 3700
3010100447 4.0 x 450 5/32 x 18” 150 - 210 6800
3010100450 5.0 x 450 3/16 x 18” 200 - 260 10200

Approvals: TSE, CE, SEPRO



Anmartbl (727)345-47-04
AHrapck (3955)60-70-56
ApxaHrenbck (8182)63-90-72
AcTpaxaHb (8512)99-46-04
BapHayn (3852)73-04-60
Benropop (4722)40-23-64
BnaroseluyeHck (4162)22-76-07
BpsiHck (4832)59-03-52
BnapusocTok (423)249-28-31
BnapukaBkas (8672)28-90-48
Bnagumup (4922)49-43-18
Bonrorpag (844)278-03-48
Bonorpa (8172)26-41-59
BopoHex (473)204-51-73
EkaTepuHbypr (343)384-55-89

Poccus +7(495)268-04-70

Mo Bonpocam npogax n noaaepkm obpawjanTtecs:

MBaHoBo (4932)77-34-06
Wxesck (3412)26-03-58
WpkyTck (395)279-98-46
KasaHb (843)206-01-48
KanuHuHrpag (4012)72-03-81
Kanyra (4842)92-23-67
KemepoBo (3842)65-04-62
Kupos (8332)68-02-04
KonomHa (4966)23-41-49
Koctpoma (4942)77-07-48
KpacHogap (861)203-40-90
KpacHosipck (391)204-63-61
Kypck (4712)77-13-04
KypraH (3522)50-90-47
JNvneuk (4742)52-20-81

KazaxcTtaH +(727)345-47-04

MarnuTtoropck (3519)55-03-13
Mocksa (495)268-04-70

MypmaHck (8152)59-64-93
HabepexHble YenHbl (8552)20-53-41
HwxHuin Hosropog (831)429-08-12
HoBoky3aHeLk (3843)20-46-81
Honbpbck (3496)41-32-12
HoBocwubupck (383)227-86-73
Omck (3812)21-46-40

Open (4862)44-53-42

OpeHbypr (3532)37-68-04

MeHsa (8412)22-31-16
MeTpo3aBoack (8142)55-98-37
Mcko. (8112)59-10-37

Mepmb (342)205-81-47

Benapycb +(375)257-127-884

PoctoB-Ha-[oHy (863)308-18-15
PsasaHb (4912)46-61-64

Cawmapa (846)206-03-16
CankT-MeTepbypr (812)309-46-40
CapartoB (845)249-38-78
CeBacTonornb (8692)22-31-93
CapaHck (8342)22-96-24
Cumdpeponornb (3652)67-13-56
CmoneHck (4812)29-41-54

Coum (862)225-72-31
CraBpononsb (8652)20-65-13
CypryT (3462)77-98-35
CobikTbiBKap (8212)25-95-17
TamboB (4752)50-40-97

Teepb (4822)63-31-35

Y36ekucran +998(71)205-18-59

an.noyta: gak@nt-rt.ru || canT: https://geka.nt-rt.ru

Tonbattn (8482)63-91-07
Tomck (3822)98-41-53
Tyna (4872)33-79-87
TiomeHb (3452)66-21-18
YnbsiHoBCK (8422)24-23-59
YnaH-Ya3 (3012)59-97-51
Ypa (347)229-48-12
XabapoBck (4212)92-98-04
Yebokcapbl (8352)28-53-07
YenabuHck (351)202-03-61
Yepenosel (8202)49-02-64
Yura (3022)38-34-83
AxyTck (4112)23-90-97
Apocnaenb (4852)69-52-93

Kuprusuma +996(312)96-26-47
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