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Table 1 Chemical compositions of base and filler metals
R C Si Mn Cr Ni P, S Fe
TP304 0.029 0.49 1.1 18.43 9.10 <0.03 R
SS400 0.17 0.04 0.87 — — < 0.01 NS
E309LT-1 0.02 0.6 1.8 22.25 9.89 < 0.025 NS
E309L-16 0.02 0.66 1.6 23.12 13.24 < 0.02 NS
ER309 0.021 0.38 1.72 23.52 12.34 < 0.023 AhE
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Table 2 Mechanical properties of base metal

M PURRER,/MPa  JEIRGREER, /MPa WIS K Z2(%)
TP304 537 208 52
SS400 485 340 34
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Fig. 1 Groove of dissimilar weld

25 L/min, GTAW £ i &~ 15 L/min, Z)2%
T ESHNE 3 s, B TR, FE T
FE AT WU, N T AR S 4L U R, KRR
Bl 2 EA KT 3 mm, 2R E AT 125 C,

IETRR e IR, RO, BRIese | AR <
FLAE, S A TR CAR.

SEEZSE U, RHREARE AT AMULRT X 4T
AT, BTN G J , VR T ELKRE Ay ) W EGARE
. ST, £ 4% 1Y HNOs Il
RSV BUE iAb #1, S8 5 R L% (SEM) LR 25 X 5k
L2 P A RS A BRI, 43 AR Hh e A e
GB/T2653—2008 {4tk pfindsn Jrik ) 1 GB/
T2653—2008 { AR42e42: K25 Mg Jr ik ) #EA7.
TR IR HE [ AR GB/T2650—2008 { A543k
R E ) T, IR A 55 mm x 10 mm x
8 mm 7 VIE B O Ay AEAR R, =Rl T ik
VB Sk VAR AE KR 4%, ISR B 46 °C, II LAY
O RFTHRER N 296 J, PRUEIKFEIRER G, JCH]
KR . S s AR B ] R bR 1 GB/T2654—
2008 (AR EERE L B L ), R LS E
PRI 45 A 1y 2 UM e, nggaka 1.96 N,
FREEIE] A 15 s, A0 & AN 2 s,

x3 BEIZSH
Table 3 Welding parameters

W7 SHEHLRIA R IR UV JR I v/(ememin ) SRR JEH AR ¢ /mm
FCAW 125~ 132 20~28 15~28 E309LT-1 1.2
SMAW 112~ 137 25~28 22~29 E309L-16 2.5
GTAW 118 ~ 190 12~20 6~18 ER309 2.4
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Fig. 2 Position of welded joint for micro-hardness test
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Fig. 3 Microstructure of base metal

[ 4 ) FCAW, SMAW, GTAW = F A [a] Ft 42
TZF, TP304/SS400 S F 4N 3 Kt 4% Il i 41 2108
$i. & 4a iy FCAW [R5 SUE 5, #&44 IJCHA B
77 ] — B HIR AR, H 538 2 28 /N3 ) /IR
REARIR, & Bk 2 1A 52 40 /NI HODR 2 A 7 B8 PG AR 1R
.l 4b S SMAW S5 48U S, 5Kl 4a ML,

(a) FCAW J54%

(b) SMAW }:5:4%

JRAE AT N 2 I S 3R A 4 AP B AR i, LA 2R
B CARSEAR L350 oA di NV B AR & BRZRAK, 1042
BEPTRAEAD, & Bk RIRZ WIS Bk, S5 &l 4a Fl
& 4b AH G, 18 4c B GTAW 8 4% 5 R B8 hn 40 /)N,
8 R R LA BT IR 5340 70 B8 IR B4 |, HOULEE )
AT HAH.

(c) GTAW %245

B4 BERHEHN
Fig. 4 Microstructure of weld metal

HH I AT DL =R [F] YRR 5 T, FREE R 2N
R S +y. DRl TAEPRER AR, § ZiR K
] 8 CQAARHEA T [ 25642, T35 Cr 3% Ni iy & k&
TR A% R AN SR, IR I T 8 3R AR B[R
WAL, or R EWIBRT R, HELELiE
JET b it & BRRIRAIAEALE, ) 1 i B X 422
Cr, IR R ALY, BEAR T RR 4 S i it okt 1
F ",

X}t FCAW, SMAW il GTAW f# 48 7] LI &
& BRI A B T T ) 1 A0 /NG HROBR A A y B
HOIR L ERIR, Brm g g, sk difb s, proe

2 SR, 50 A v R RE AR E &k A LG
RS, § B RAE D B Z SR
ROIR B SR BT ZN B, 8K T IR B
& BRFE R ) L [CAARFL AR 22 B, & R R IRAHB R K 2,
BB Z R nCREEHEIR. BEE Crey/Nie, HLIEIIEN,
& BRI BRSO AR Al RA . TP304 Al
SS400 AN E L 7E =F A4 T2 FCAW, SMAW
I GTAW Z&51F T IREE I WM 2UR Cr, NI 54
TCE BT . P | HIH R LA A5 SR

[ 5} FCAW, SMAW £ GTAW =F A [F] Y
W4T, TP304 B GRG0 — Ml RS 1 X (1Y



134 B

F #

%40 %

L. B 5a iy FCAW 745 G0 i [X 8 i 4H
21, HZUER Ry B — B CAAAH, JER 3 it 2 S5 iR,
KARRLIE] B o3 A A /D i 4Rk, (8] 5b 2 SMAW
T PR ) X I A g 2, B PR by g 2 KR, RE
AN, FESn R A DA i), [RS8 i P9 mT 0L

(b) SMAW #

(a) FCAW %2

LR SR Y, BOR T SMAW #ui AREK, 7F
Z )= Z B ERAM T IR T 2 TG, T
e A5 B BT T B0 1] 5 o GTAW 44

”m:ﬁbﬁ(éﬂ 21, BLEC AR SR S 40N S5 Tl ﬁﬁ

\
/

(c) GTAW &

5 HAZ/TP304 R4 (TP304 B ERAREEH—M)
Fig. 5 Microstructure of HAZ/TP304
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Table 4 Tensile and bend properties of welded joints
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B *’;ﬂfﬁf e Ejff‘)’g 'E?jff)g
FCAW 431.5 SS400 180 180
SMAW 466.2 SS400 180 180
GTAW 503.7 SS400 180 180




%54

Fig e, 2. B H T 43t TP304/SS400 5 A 47 12 34 3k 41 48 o bk i 09 & vl 135

GTAW JE4Z R I BT P8 B i KA 503.7 MPa,
SMAW R $FE T Hr 3 B (H IR 2 4 466.2 MPa,
FCAW 42210 i Bihr v BE (B A /N R 431.5 MPa,
PIR TR Prhism BT R, 25 o f il 2= 2L
K, L] W= T2 S 805w & 1, R
K R T2 RR K.

FCAW, SMAW Fl GTAW = Fl {43 T. 7o M 4%
it RR IR A R 2 5 PR,

x5 REEmEERE

Table 5 Impact toughness of welded metals
il W R A /T (—46 °C)
FHeiUA
Test-1 Test-2 Test-3 ¥l
FCAW 61.4 62.2 59.6 61.1
SMAW 37.8 35.3 40.2 37.8
GTAW 66.4 73.7 65.2 68.4
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Fig. 8 Micro-hardness of welded joints
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