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Abstract

Objective of this paper was to study the impact strength of butt joints between AISI1015 carbon steel and
AISI304 stainless steel that were welded by various welding current of shielded metal arc welding. Faying area of
the butt joint was machined 60° V-groove and the butter layer was produced using AWS E309 electrode with a
shielded metal arc welding at carbon steel side. AWS-E308 electrode was applied as a welding material to produce a
shielded weld arc weld between the 60° V-groove faying surfaces of the butt joint with a welding current of 50-120
A. Welded butt joint was prepared and investigated for macrostructure, impact strength, fracture characteristic and
hardness. The summarized results are as follows; 1) increasing the welding current affected to decreased the impact
strength. 2) optimum welding current that showed maximum impact strength of 92 J was at 100 A. 3) fractured
characteristic showed a small dimple pattern that affected to increase impact strength. 4) the hardness of weld metal

tended to be higher than that of the base metal.

Keywords: low carbon steel, austenitic stainless steel, buttering
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