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e ENISO24598-A | C | Si | Mn | P | S | Cr | Mo | Cu 3

TSW-E22 S 55 3 FB CrMo1 0.09 | 0.25 | 0.80 |0.013|0.008| 1.10 | 0.45 | 0.03 -

TSW-E22R S 55 3 FB CrMo1 0.08 | 0.26 | 0.81 |0.010|0.006| 1.10 | 0.47 | 0.03 | X<15ppm

TSW-E23 0.07 | 0.25 | 0.65 |0.015|0.007| 2.25 | 0.91 | 0.06 -
S 62 3 FB CrMo2
TSW-E23R 0.07 | 0.24 | 0.63 |0.012|0.004| 2.20 | 0.93 | 0.05 | X<15ppm
SubCor H12KN - 0.05 | 0.25 | 1.50 | 0.011 |0.004 (0.012| 0.03 |0.008 Ni:1.73
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#Ran AWSAS23 | \Ppaksi) | MPa(ksi) | % | J(ftbf) cC(F) | TR
TSW-E22 F8P2-EB2-B2
518(75) 605(88) 28 | 183(135) [-30(-20)| 690°C*1hr
TSW-E22R F8P2-EB2R-B2 o
TSW-E23 FOP2-EB3-B3 o
574(83) 671(97) 26 | 140(103) |-30(-20) | 690°C*1hr | i
TSW-E23R FOP2-EB3R-B3 o
<HA
FS8AB-ECG-G 540(78) 630(91) 30 | 140(103) |-51(-60) - =
SubCor H12KN o R0
F8P5-ECG-G 523(76) 611(89) 28 | 150(111) |-46(-60)| 620°C*1hr | *~

* 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
data is to be construed as recommendation for any welding condition or technique not controlled by TienTai Electrode Co., Ltd.
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