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The objective of this research was to study factors affected on which structure and properties of
stainless steel 304 by MIG welding process. Three levels of welding current at 150, 160 and170
amps. three levels of arc voltage at 20. 22 and 24 volts and two levels of Argon gas purity at
99.990% and 99.999% were used. The factors which affected the maximum tensile strength, the
percentage of clongation and the maximum tensile strength at yield point were welding current, arc

voltage and purity of Argon gas. They had significantly effects at the level of 0.05.





