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Table 1 Main composition and mechanical properties of
304 stainless steel
BrhosmpE e AR
Mn S p Si Cr
R,/MPa R, /MPa
2.00 0.045 0.030 0.075 17.1 9.0 580 210

B R ARERE(mm)

Fig. 1 Schematic of weld joint assembly
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Table 2 Welding parameters
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Fig. 2 Effect of welding current on bead appearance
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Fig. 3 Effect of voltage on bead appearance
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Fig. 4 Typical waveforms of arc voltage and current
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Fig. 5 Weld surface of single pass wet welded joint
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Fig. 6 Typical cross section of joint
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Table 3 XRF analysis result of weld metal

Ni Fe Cr Mn He

63.12 25.6 8.19 2.16 0.93
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Fig. 7 XRD results of weld metal
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Fig. 8 Typical microstructure of joint
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Fig. 9 EDS results of fusion zone of weld metal/ 304 steel
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Fig. 10 Micro-hardness of joint
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Fig. 11 Size and crack position of tensile specimen
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Fig. 12 SEM micrograph of fracture surface
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