
 

 

 
 
 
 
 
 
 
 
Chromium-molybdenum alloyed low hydrogen welding electrode for welding creep resistant steels (1Cr-0.5Mo). 
Field of application up to operational temperatures of 550 °C. 
 
 
 
 
 
 
 
 

 
Steam pipes, super heaters, petroleum cracking plants, power plants… 
Welding of 13CrMo4 4, GS-17CrMo5 5. 
 
 
 
 
 
 
 

 
 
 

C :    0.07 Mn :     0.65 Si :   0.55 Cr :     1.20 Mo :     0.50 

P :    < 0.02 S :     <0.02    

 
 

Yield Strength 

N/mm² 

Tensile Strength 

N/mm² 

Elongation 

5d (%) 

Impact Strength 

Charpy V notch (ISO-V) 

≥ 355 MPa ≥ 510 MPa ≥ 20 % ≥ 47 J (-20°C) 

 
 

Welding positions  All, except vertical down 

Shielding gas  NA 

Packing  5 Kg in a cardboard box  

Polarity  DC, reverse polarity (electrode positive) 

Diameter (mm) 2.5 3.2 4.0    

Length (mm) 350 350 350    

Approx. current (A) 75- 95 100 - 130 140 – 180    

 
Tips & Tricks  

 
Weld with a short arc, electrode almost perpendicular to the work piece. 
Always use dry electrodes to obtain the highest possible mechanical characteristics. Rebaking at 300°C 
for 2 hours. 
Heat treatment: 
          Preheating 150 °C - 250 °C 
          Stress relieving: 720 °C 

 

Modi Lastek 1216 

Welding of creep resistant steel 13CrMo4 4 


