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AWS A5.5 E8018-B2
EN I1SO 3580-B E5518-1CM
JIS Z 3223 E5518-1CM
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C Mn Si P S Cr Mo
AWS 0.05-0.12 =0.90 =0.80 =0.03 =0.03 1.00-1.50 | 0.40-0.65
EN ISO 0.05-0.12 =0.90 =0.80 =0.030 =0.030 1.00-1.50 | 0.40-0.65
b B 0.06 0.52 0.18 0.016 0.008 1.21 0.50
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MPa(ksi) MPa(ksi) % it
AWS =460(67) =550(80) =19 690°Cx1hr
EN ISO =460(67) =550(80) =17 690°Cx1hr
] & 530(77) 625(91) 26 690°Cx1hr
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E S & K (mm) 3.2x350 350 | 450 5.0x450
T T 4% 90-140 140-190 190-240
(Amps) X MreE 90-110 130-160 -
* 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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