Exaton 22.8.3.L

AN ESAB' BRAND

Exaton 22.8.3.L is used for welding of duplex stainless steels such as Sandvik SAF 2205 and SAF 2304. It can also be used for welding of duplex stainless steels
to carbon steel. It can be used for plasma welding and overlay welding using hot wire TIG and mechanical TIG.

Knaccudukaums cBapo4HOi NPOBOSIOKU

Opo6peHus

SFA/AWS A5.9 : ER2209

ENISO 14343-A: G2293NL

EN ISO 14343-B : 2209

CE EN 13479

DNV-GL Stainless steel*

VdTUV 19479

OpobpeHus Ha maTepuasisl BolAAKTCS C MPUBSIBKON K 3aBOAY U3roToBuTesto. [1oapo6HY0 NHGOPMAaLMIO MOXHO MOy4nTs B ripeacTasutenscteax ESAB.

Twvn cnnaBa
3awuTHbIN ra3

Typical Charpy V-Notch Properties

Condition

Mocne cBapku
[Mocne cBapku
[Nocne cBapku
[Nocne cBapku
[Nocne cBapkn

Testing Temperature

Xum. cocTaB HannaBfIEeHHOro meTanna

C Mn
0.014 1.5

Xum. cocTaB HamaB/IEHHOro meTasnna

Nb
0.01

Xum. cocTaB NPOBOJIOKU

C Mn
0.012 1.5

Xum. cocTaB NPOBOJIOKU

N
0.15

[aHHble HannaBsku

[AvameTp NPOBONOKU
0.8 mm
1.0 mm
1.2 mm
1.6 mm

20 °C
-20 °C
-40 °C
-46 °C
-50 °C
S
0.001
w
0.01
S
0.0007
Ti
0.003
Current
40-120 A
60-220 A
150-260 A
230-350 A

Austenitic-ferritic (duplex) with approx. 55 FN ferrite - 22.5% Cr - 8% Ni - 3% Mo - Low C
M12, M13 (EN ISO 14175)

0.017

0.018

0.04

8.5

PRE
356.3

8.6

Voltage
15-19V
15-28 V
24-29V
25-30 V

Impact Value

110J
105 J
100 J
95J
90J
Cr Mo
23 3.0
Cr Mo
23 3.2
w PRE
0.01 37

Cu N
0.09 0.15
FN WRC-92
52
\'/ Cu
0.05 0.09
FN WRC-92
55

Wire Feed Speed
4.0-8.0 m/min
4.0-12.0 m/min
3.0-10.0 m/min
3.0-5.0 m/min

13767-ru_RU-FactSheet_Main-01 2022-04-18



