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Table 1 Mine chemical compositions of 304L stainless steel, ER308L welding wire and weld
R C Si Mn P S Ni Cr Mo Co Fe
304LAEEW 0.030 0.75 2.0 0.045 0.030  8.00~12.00  17.5~19.5 — — i
ER308LXEZ  0.030 0.65 1.0~2.5 0.03 0.03 9.00~11.00  19.5~22.0 0.75 0.75 AhE
s 0.016 0.34 1.83 0.02  0.0058 9.60 19.42 0.082 0.026 it

R 2 304L AENFBREE BN
Table 2 Mechanical properties of 304L stainless steel
and deposited metal

Ak Bihis®E R, /MPa VBT J A R A (%)

304L A 485 40.0

e 510 25.0
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Table 3 Welding paraments

fip Fi et it MR AR

SR I/A LIA UV v(mm-s )
TERZE 80~140 70~ 140 15 2.5
HFEZE 80~130  70~130 15 2.5
I 70 ~120 70 ~ 120 15 2.7

WL R MR RIS
Arc shape of the double tungsten argon arc hybrid
welding
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Fig. 2 Location of hardness test
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Fig. 3 Measuring position
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Fig. 4 Measurement location of ferrite content
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Fig. 5 Morphology of impact specimen
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Table 4 Impact absorbed energy of welded joints at the
room temperature
[T BE A SNME FEIH
JRggrfuly 27.0,26.5,26.0 26.5
AL +0.5~1 mm 33.5,29.0,25.5 29.3

(@) S ELX (F4ED)

(c) JA X (g X

E 6 I(REEfHENX i QR R

Fig. 6 Microfracture morphology of impact specimen at
weld zone and heat affected zone. (a) crack
initiation zone (weld zone); (b) crack growth zone
(weld zone); (c) crack initiation zone (heat
affected zone); (d) crack growth zone (heat
affected zone)
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Hardness test results of the double tungsten
argon arc hybrid welding joint
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Fig. 8 Macro metallography of the double tungsten
argon arc hybird welding joint
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Fig. 9 Microstructure of the double tungsten argon arc hybrid welding joint. (a) weld zone; (b) fusion zone; (c) base metal
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Table 5 Measurement results of grain size
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Table 6 Ferrite content in weld zone
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