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Shielding
Product Name 0as

TGA-307Si
MIG-307Si

TGA-308/308L
MIG-308/308L

TGA-308LSi
MIG-308LSi

TGA-309/309L
MIG-309/309L

TGA-309LSi

MIG-309LSi

TGA-309LMo
MIG-309LMo

TGA-310
MIG-310

TGA-312
MIG-312

Classification

AWS JIS
A5.9 73321

EN ISO 14343-A-W 18 8 Mn
EN ISO 14343-A-G 18 8 Mn

ER 308/308L Y 308/308L
EN ISO 14343-A-W 199 L
ER 308/308L Y 308/308L

EN ISO 14343-A-G199 L

EN ISO 14343-A-W

. 199 L Si
ER 308LSI £\ 150 14343-A-G
199 L Si
ER 309/300L Y 309/309L
EN ISO 14343-A-W 23 12 L
ER309/300L Y 309/309L

EN ISO 14343-A-G 2312 L

TGA
100%Ar
EN ISO 14343-A-W
MIG 2312 L Si
Ar+0.5- :
20602  ERB0LSI | £y 150 14343-A-G
2312 L Si
EN ISO 14343-A-W
) 231221
EN ISO 14343-A-G
231221
ER 310 Y 310
EN ISO 14343-A-W 25 20
ER 310 Y 310
EN ISO 14343-A-G 25 20
ER 312 Y312
EN ISO 14343-A-W 29 9
ER 312 Y 312

EN ISO 14343-A-G 29 9

Dia.
(mm)
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Typical value

EN

AWS
Typical value

EN
AWS

Typical value

EN

AWS

Typical value

EN

AWS

Typical value

EN
AWS

Typical value

EN
AWS

Typical value

EN

AWS

Typical value

Typical chemical

composition of weld metal

TS EL
MPa (ksi) %
Not specified
610(88) 40
Not specified
570(83) 38
Not specified
570(83) 38
Not specified
590(86) 35

Not specified

610(88) 33
Not specified
610(88) 33

Not specified
600(87) 38
Not specified

700(102) 26

Cc

0.20

0.04 -
0.14
0.08

0.03

0.03
0.02
0.03

0.03
0.02
0.03

0.03
0.02

0.03

0.03
0.02
0.03

0.03

0.02

0.08 -
0.15
0.08 -
0.15
0.11

0.15

0.15
0.12

Mn

5.0-
8.0
3.3-
4.75
6.7
1.0-
2.5
1.0-
2.5
1.65
1.0-
2.5
1.0-
2.5
1.60
1.0-
2.5
1.0-
2.5
1.60

1.0-
2.5
1.0-
2.5
1.90
1.0-
2.5
1.0-
2.5
1.40
1.0-
25
1.0-
25
1.60
1.0-
25
1.0-
25
1.61

Mechanical properties

Si Cr Ni

17.0- 70-
12 500 100
030- 195- 80-
065 220 10.7
09 187 82

19.0- 9.0-
065 510 | 11.0
030- 195- 9.0-
065 220 110
050 19.8 10.3
0.65- 19.0- 9.0-
12 210 11.0
065- 19.5- 9.0-
12 220 110
073 197 9.2

220- 11.0-
065 | 250 | 14.0
0.3- [23.0-|120-
065 250 14.0
05 231 138
0.65- 22.0- 11.0-
12 250 140
0.65- 23.0- 12.0-
10 250 14.0
092 232 136

21.0- 11.0-
10 550 | 155
0.30- 23.0- 120-
065 250 14.0
04 212 148

24.0- 18.0-
20 570 220
0.30- 250- 20.0-
065 280 225
040 265 20.80

280- 80-
10 |°350 | 120
030- 280- 80-
065 320 105
045 300 86

Mo

0.3
0.5-
15
0.05
0.3
0.75
0.12
0.3

0.75
0.12
0.3

0.75
0.15

0.3

0.75

0.1

2.0 -
3.5

2.0-
3.0

2.6
0.3
0.75

0.10
0.3

0.75
0.2

Cu
0.3
0.75

0.3

0.75

0.3
0.75

0.3
0.75
0.10

0.3

0.75

0.3
0.75

0.14
0.3

0.75

0.3

0.75
0.28

Applications and Characteristics

It is the same as ER307, except for the
higher silicon content.

The weld metal is 20Cr-10Ni stainless steel. It
is suitable for the welding of AISI 304, 304L,
301, 302 and 321.

The weld metal with low carbon and higher

silicon content improves the fluidity of the filler
metal during welding.

The weld metal contains high Ni and Cr.

Suitable for the welding of dissimilar metals
such as mild steel to stainless steel.

The weld metal with low carbon and higher

silicon content improves the fluidity of the filler
metal during welding.

The weld metal is low carbon 25Cr-12Ni-2.5Mo
stainless steel. It can produces excellent
oxidization resistance at high temperature.
Suitable for welding of dissimilar metals.

Excellent corrosion resistance, heat
resistance, and toughness. Suitable for the
welding of steel with high hardenability, and
13Cr steel.

For welding of 29%Cr-9%Ni stainless cast
steel. And dissimilar metal such as carbon
steel or low alloy steel to stainless steel.

* 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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~ )

ificati Typical chemical 8 ) o T
SR N Shielding CIassﬁmano:lS Dia. Pack | composition of weld metal Mechanical properties Applications and Characteristics
as (mm) (kg) TS EL : -
g AWS A5.9 73321 MPatks) % C Mn Si Cr Ni Mo Cu
ER 316/316L Y 316/316L 1.0 - 18.0- 11.0- 25-
TGA-316/316L EN ISO 14343-A-W 19123 L EN Not specified 003 | 25 98 200 140 30 %3 rorwelding of 18% Cr-129%Ni-296Mo stainless
MIG-316/316L ER 316/316L Y 316/316L AWS 003 10- 030-180- 11.0- 2.0- 0.75 Steel. It provides excellent creep strength, and
EN ISO 14343-A-G 1912 3L ' 25 | 065  20.0 140 3.0 ' resistance to sulfuric acid due to the Mo content.
Typical value 590(86) 39 1 0.015| 160 052 185 121 2.5 0.30
: ER316LSi Y 316LSi 1.0- |065- 18.0- 11.0- 25-
TGA-316LSI EN ISO 14343-A-W 19 12 3L Si EN Not specifed 003 25 12 200 140 30 %3 Theweld metalis ultra low carbon and higher
MIG-316LSi ER316LSI Y 316LSi AWS 003 L0- 065- 180- 11.0- 20- 5 silicon contentimproving the fluidity of the
EN ISO 14343-A-G 19 12 3 L Si ) 2.5 1.0 20.0 140 3.0 ) filler metal during welding.
Typical value 600(87) 38 1 0.015| 1.50 0.8 18.3 125 2.5 0.35
ER 317 Y 317 1.0- 17.0- 120- 3.0-
TGA-317L EN ISO 14343-A-W 18 15 3 L EN Not specifed 003 50 10 200 150 45 03 Eor welding of low carbon 19%Cr-13%Ni-3%Mo
MIG-317L ER317L Y 317 AWS 0.03 | 10- 030- 185- 13.0- 3.0- 0.75 stainless steel. Excellent intergranular corrosion
EN ISO 14343-A-G 18 153 L TGA ' 25 |0.65 20.5 15.0 4.5 ' resistance.
1216,  Typcavae  570(83) 41 | 0.015 1.86 | 045 194 140 3.2 0.10
TGA-347 R Ve 2.0, 2.4, EN 008 | LO- [ g3 [190-]90-| 45 |10X%C< |, welding of heat resistance steel. Excellent
EN ISO 14343-A-W 19 9 Nb 3.2,40 Not ified 2.5 21.0 11.0 1.0 . | . . d Nb
ER 347 Y 347 AWS ot specifie 0.08 10- 0.75 19.0- 90- 0.75 10x%C < intergranu ar corrosion re_SIStance ue to
MIG-347 150%/':‘Ar EN ISO 14343-A-G 19 9 Nb : 55 : 215 110 O 1.0 gontent, suitable for welding of AISI 347, 321,
o gﬂlgg Tycalvae | 580(84) 38 005 1.6 043 193 92 0.1 Nb:0.57 304L.
MIG o2 EN - - - - - - -
1.0, 1.2, .
MIG-409Cb é’;};}%g' ER 409Nb ) 1.6 AWS Not specified 0.08 | 0.80 1.0 1%))55_ 0.60 0.50 1060/;? < For Welding of exhausting component.
EN ISO 14343-B: SS 409 Nb Typical value - - 0.02 048 049 11.3  0.26 0.09  Nb:0.35
ER 430 Y 430 W EN 012 10 10 50 03 03 03
S Not specified : " ;
MIG-430 4.0,4.8 155 - For welding of 16%Cr stainless steel.
EN ISO 14343-A-G 17 AWS 0.10 0.6 0.5 17.0 0.6 0.75 0.75
Typical value 510(74) 23 1 0.015| 043 041 164 0.23 0.02 0.05
EN - - - - - - -
e 0.05 +
Not specified 17.8 -
MIG-430LNb - - AWS 002 | 08 05 “1gg 05 0.5 7X<(8;N) For welding of 18%Cr stainless steel.
Ticavae | 471(68) 28 002 040 040 180 020 003 WNP:040
21.0- 7.0- 25-
EN 0.03 2.5 1.0 0.3
EN ISO 14343-A-W L 24.0 10.0 4.0
TGA-2209 ER 2209 2293 NL AWS Not specified 0.03 0.5- 0.9 215- 75- 25- 0.75 For welding of 22%Cr duplex stainless steel such
) 2.0 ) 23.5 9.5 35) ) as LUS318083.
EN I 14343-A- N:0.151
MIG-2209 ER 2209 S5 g AG Tpicavae  745(108) 27 002 14 041 230 87 318 Notsl
x Remark 1 : Special products that meet the requirements of -196°Care also available. 2: Package Weight (kg) : TGA5kg ~ 10kg / MIG 15kg -~ 125kg - 200kg / TW 25kg

* 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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