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AWS A5.4 E309Mo/E309LMo-16
EN ISO 3581-B-ES309Mo-16/
EN ISO 3581-B-ES309LMo-16
JIS Z 3221 ES309LMo-16

g s R

TS-309Mo/TS-309L Mo 2 fi e = (wt.% ) = 23.5Cr ~ 13Ni% 2 4% #ra iﬁ«fff\ B TR TR R
B BRI Pl B BREREE o - AR N N A2 ﬂﬁ@%‘@mzﬁ%%@ﬁﬁw%’f*¢
SeMoR A v B R B HER b A AL BE A MR EBBERT R AR 82
EU

TREHE

(UAHz”;Mﬁ~ﬁﬂ£ﬁ%$Eﬁ?‘ﬁ°

(2)42 ez FIL R * A SR f’uiﬁ&mxﬁﬁﬁiﬂ PEEEH ST -

(3)8 l’“%‘«fhﬂ* s mﬁ’fiﬁ% LgRIEE AR5 LN o

(4)i& * % 4% i% 7 >0 250~300°CE 5% — | pF > & % B0 0 £ x (iR 100~150°C 2 e Fp - s iE £ 5 4
4 pER G E e

G)ysar R a4~ Ro i ARER > SRITINT MR HFRRE" - aF B L HARESE -

BB 2 — b(Wt%)
C Mn Si P S Cr Ni Mo Cu
AWS =0.04 0.5-2.5 =1.00 =0.04 =0.03 22.0-25.0 12.0-14.0 2.0-3.0 =0.75
EN ISO <0.04 0.5-2.5 =1.00 =0.04 =0.03 22.0-25.0 12.0-14.0 2.0-3.0 =0.75

B 0.025 0.90 0.65 0.034 0.016 22.5 13.50 2.2 0.12
g se & Wk &
MPa(ksi) %
AWS =520(75) =30
EN ISO =520(75) =25
bl B 630(91) 40
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B2 & & (mm) 2.6x300 3.2x350 4.0x350 4.8x350
T 4 TR 60-90 80-130 130-170 180-210
(Amps) haig = 50-70 70-110 100-130 -

* 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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