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WELDING ELECTRODE
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L-S5W

ARC WELDING ELECTRODE
for 490 MPa
HIGH TENSILE STRENGTH STEEL
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CLASSIFICATION

AWS A5.1 :E7016
EN499:E422B12H5




NEW JOINT WELDING
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9 o’clock
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Bead appearance
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Uranami bead

6 o’clock

Fig.1 Bead appearance and macrostructure of su 1 §Ullu0130ulla:Tﬂ§Da§10UHn1ﬂuaD

weld metal’s cross-section (welding condition : NMARRYIVIUDIBOU
root pass; dia 2.6 mm, AC 90A, hot pass; dia 3.2 mm AC 100A)

Fig. 1 shows the circumference joint welding of New YAWATA L-55W on a carhon steel pipe
(thickness 8 mm, diameter 200 mm)
e Welding started at 6 o’clock position and progressed from 9 o’clock to 12 o’clock
¢ The cross-sectional macro photos shows that good penetration and
Uranami heads are obtained in every position
¢ Tips: Use keyhole welding technigque for a clean Uranami bead

sU 1 uanouusidensnd1i L-55W gmslhiivuriemsusu (nun 8 uu. 1dutituguénaio 200 Uw.)
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* NARRYIVIUDIBBUNEALTAIAUIITNSBUANIa:IinUUD Uranami Tunnisiuntivuevnisieu
e mslBou Uranami paslGinaldn Keyhole 1alAiAnuud Uranami Adogvu

WHY STRONGER THAN EVER? iy L-s5w dvsingn

« Due to its improved arc direction and arc stability, * {DYNISUSUUSLNANIVNISOISNIA:ADWIENTSUBVDISN
New YAWATA L-55W is excellent Uranami welding TARGUBOMIA 1077 L-55W gnslnaunsnidou Uranami
(one side welding) (18eurieduIAes) Tiegnoganige

« The arc is stable, strong and gives a sound penetration, o gqgpnoWISY, AWIATES ta:ilANSBUENEY LUdIGaU

so the bead appearance is beautiful and good Uranami

e " : AUUBNIVAdY Llazausnidauliianuaday Uranami
bead can be obtained in every position welding
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 Uranami welding is Ok if you keep the keyhole constant . Zou U TRlARASSSUNS:8: Kevhole TRALA
while checking the sound of the arc passing through MSlbol Uranami ININARISSNIS:E: keyhole inAvN

the back of the groove BoaunsnnsoddaulAvnIdevuru:iGou



MECHANICAL
PROPERTIES
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The weld metal of New YAWATA L-55W has excellent
mechanical properties as fine-grained ferrite dominantly
distributed in the weld metal.

Wo1Beuuen &10mw1 L-55W gnslnuus:naundsgiuesisrinsua:igen
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Tahle 1: Mechanical properties of deposited metal #1510 1 qmauUﬂlB\Jnaua\Juu:)lﬁ'au

Yield Strength (MPa) Tensile Strength (MPa) Elongation (%)
YAWATA L-55W 471 568 28
L AWS A 5.1 E7016 =400 =490 =22 J

Tahle 2: Chemical composition of deposited metal (wt.%) m150 2 AATUBVLUIIBOL (Wt.%)

C Si Mn
YAWATA L-55W 0.07 0.47 0.84

Combined limited for
Mn+Ni+Cr+Mo+V

LAWSAS.l E7016 | =0.15 =0.75 =1.60
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Fig.2 Charpy impact test results (AWS A5.1 Spec.: VE-29°C = 27J)

DIFFUSIBLE HYDROGEN CONTENT Usuarulalmasiou

Tahle 3: Diffusible hydrogen content of New YAWATA L-55W  m1s10 3 Usunwulalautoulunuoideu

1

YAWATA L-55W 3.6 3.4

k} 4 Average (ml/100g)
3.6 4.5 3.8

Welding Condition : electrode dia 4.0 mm, welding current AC 150A

Welding Atmosphere : 29°C, 36% RH Test Method : Gas Chromatography

o New YAWATA L-55W weld metal fully satisfies the mechanical & 8107 L-55W gnslny TArBunasgiunnsgiu
performance specifications of AWS A5.1 E7016 and the amount AWS A5.1 E7016 ua:ds:Auusunnulalasioun H5

of diffusible hydrogen also satisfies H5

o DINANIALUANDAUA SounuAUEUISOIU

e Combined with the greatly improved Uranami weldabhility, msigauiius Uranami Surinliinsideunsuazs:uu

it demonstrates its high performance in pipeline welding and pipe welding
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L-5S5W

New YAWATA L-55W is a low hydrogen type electrode for
one side welding in all positions. In low current range in

root pass welding of pipes, a sound penetration head free from YAWA ’A

blowholes is obtained due to stahle arc, strong arc force
and excellent slag fluidity and coverage.

Applications
One side welding of high tensile strength steel for ships and
pressure vessel.
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LOW HYDROGEN GOOD FOR na:fosuisvau
EXCELLENT FOR NO POROSITY BEAUTIFUL BEADS OF PIPES & PRESSURE VESSEL

ROOT PASS WELDING

e\\“ HOTLIME TECHNICAL SUPPORT
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SIZES & RECOMMENDED CURRENT RANGE (AC OR DC )

DIAMETER/ LENGTH (mm) | 2.6/350 3.2/350 4.0/400 5.0/450
WELDING POSITION CURRENT (A)
F 50-100 90-140 120-180 160-220
V, OH 50-90 80-120 100-160 140-200
One Side Welding 50-90 60-110 80-140 - )

DISCLAIMER 1. Various data of distinctive features such as welding materials, deposited metal, weld metal etc. shown in this catalogue are meant to explain the representative properties and performance of the products and
are not to be taken as a guarantee except those which are specified clearly as “Specification”. 2. In regards to the properties of welded structures, note that the results may be affected by the design of structures, chemical

compositions of steel plates, construction methods, welding conditions, ability of constructor etc. 3. The company shall not take responsibility for damages caused by the misuse of the technical information written in this catalogue.




