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EFFECT OF GMAW PARAMETERS ON IMPACT STRENGTH OF SUS304
STAINLESS STEEL AND SCW410 CAST STEEL
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ABSTRACT

This article aims to study the effect of gas metal arc welding parameters on SUS304 stainless
steel and SCW410 cast steel butt joint properties and investigate the microstructure of the joint. The
summarized results are as follows. The gas metal arc welding could produce successfully the sound
welds of SUS304 stainless steel and SCW410 cast steel. Increase of the welding speed affected to
decrease the impact strength of the welds but did not affect to change the hardness of the welds that
produced by different gas flow rates. The increase of the gas flow rate affected to increase the brittle of
the weld. The optimized welding parameter in this study that showed the impact strength of 927 J was
the welding current of 180A, the welding current of 200 mm/min and the gas flow rate of 10L/min.

KEYWORDS: dissimilar materials joint, stainless steel, cast steel, impact strength
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