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£ B2 - b(Wth) :
C Mn Si P S Ni Cr Mo Cu
AVSAS9 =012 1025 030065 =003 =003 120-140 230250 =075 =075
S fo9 <003 1025 030065 =003 =003 120-140 230250 =075 =075
b e 0.012 1.58 0.48 0.02 0.003 13.6 23.2 0.10 0.11
SEP T2 - o ¢
%k R PR g & 4 BJ (ft-1bf)
MPa (ksi) MPa (ksi) % -40°C(-40°F)
98% Ar+2%0; 435 (63) 584 (85) 35 85 (62.5)
AWS Not required Not required Not required Not required
£#& 82 H3 (DCH)
&z (mm) 1.2
By T4 M4
& ool TR 130-225/23-28 75-225/15-23
& A (mm) 13-19 10-13
Spray o o :
Transfer 98% Ar + 2% O, Flow Rate(l/min) 16.5 -
Short-Circuit = 90% He - 7-1/2% Ar - 2-1/2% CO,(I/min) - 11.8
A SRR
Az (mm) 08-09-10-12-16
£ ¥ (Kg) 15(Spool) ~ 125(fi %) ~ 250(iF %)
* 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 resulis. No
data is to be construed as recommendation for any welding condition or technigue not controlled by TienTai Electrode Co., Ltd.
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