IR
AWS A5.5 E9018-B3
EN ISO 3580-AE CrMo B 3 2
JIS Z 3223 E6218-2C1M
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pla g

ST kAR T E s 0 2L & (WY )5 2.25%Cr ~ 1%Mo > £550°C2 B E T * i f BEZ4n
B (CREEP)# 1 » FIZ b & v * (F 3 S8 2 8RMLEE » 2502 Vi) » BEREL
oo TAX-Ray Wk AE P B ERE L F1IE a1 £ wSTPA24 - A335-P222 fie
%% 43 > STBA24 ~ A199-T22 ~ A213-T22 ~ A200-T222 é4'h % # 2 # B * 4 # » A387 Gr22R u 4 41 -

A217 WCO » £54mA182 F22 ~ A336 F224xid 4l 2 4% 4% o f &2 Pho 1 Eam % ~ 3 R* 2B oy ¢ ~ B4 7 Bdw
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IREA:

D2 H2davkix F ~d5 &2 hd f URNA I IR A gl S

()85 e g5 1% & %ﬂ‘300 ~350°Cz %60~ 45 > (¢ * pFB~ 415 3 » iR 100~150°C g% i > 3 i4xix &

55 A EE ST o
3)= l‘ﬁi%i‘ﬂ\/* :& 2 F At oA Y W2 E o Tk iR 3541 e -
MR BT F R f‘«ﬁ’" FOTERPE R R B AMUI3R N .

O)Tim s A »# TR olATRERT > v FRALEYFF22 00

(6)3 £ 2 * 2 p A Mg 0 Fo Jf 511 200~350°C 2 FE 4 2 680~730°C2 {4 4t e -

BFiLELR2 - b)(Wth):

C Mn Si P S Cr Mo
AWS 0.05-0.12 <0.90 <0.80 <0.03 <0.03 2.00-2.50 | 0.90-1.20
ENISO | 0.05-0.12 <0.90 <1.00 <0.030 <0.030 | 2.00-2.50 | 0.90-1.20
) B 0.07 0.7 0.45 0.020 0.01 2.25 1.00
SEPHILT2 - 6 !
"R R P R g .
MPa(ksi) MPa(ksi) % Bz
AWS =530(77) =620(90) =17 690°Cx1hr
EN ISO =530(77) = 620(90) =15 690°Cx1hr
b B 580(84) 710(103) 23 690°Cx1hr
SErE
LHJIQZj' I S
#* TindH (AC & DCH)
. 4.0
= 5 1\'
il A& (mm) 3.2x350 350 | 250 5.0x450
CRTE T g 90-130 140-190 190-240
(Amps) * e 80-110 130-160 -

* The information contained or otherwise referenced herein is presented only as "typical” without guarantee or warranty, and TienTai Electrode Co., Ltd. expressly disclaims any liability
incurred from any reliance thereon. Typical data is obtained when welded and tested in accordance with AWS specification. Other tests and procedures may produce different results. No
datais to be construed as recommendation for any welding condition or technique not controlled by TienTai Electrode Co., Ltd.
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