STS 301L72 9l Spot&AAel v L3PV 9%

Effects of Welding Condition on the Spot Weldability
of STS301L Stainless Steel
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2. 4944

AgAE 44 A8AL F7 1.2 ~ 3.0mme] STS301L%F 224 LT, ST,
HT grade& Ab&3tew, 0 28x4L Table 1°] YUErHlth. Spotd 34L&
€359 AFASGBE(TSS)=A HrisiHen, AHEE $P=1L $3AF
5 ~ 15.2kA, 4 Azt 5 ~ 36¢cycle, 7HFE 600 ~ 900kgfe] HH=2 ok E
AFL 43 25 D type?] HStip2 A& A

Table 1 Chemical compositions of STS301L plate used (wt.%)

C Si Mn P S Cr Ni Mo Cu B N

0024 058 1.10 0.028 0.003 174 7.10 0.16 02 0008 0.127
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3. 49d% # 2%
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ST+ST electrode force: 830kg!
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Fig.3 Spattering diagram and the upper limit of welding current

ST+ST  electrode force: 900kgt HT+LT electrode force: 900kgt
40 40 /M=
@3 93
g. [3}
& 30 330 :
£ 2 " 1632kgh>TSS>1302kgt
F 2 E2F® ‘og 282’
5 20 5200 e®, gsa &
@ ? i o
= = ‘e
15l,e ® 00 151 0 g9 00 g'®:4,. .,
10 i | N 1 " 1 " 1 " 10 N 1 N 1 N 1 N
7 75 8 8.5 9 9.5 7 7.5 8 8.5 9
Welding Current, kA Welding Current, kA
Fig.4 Contour line of TSS in Fig.5 Contour line of TSS in
current—-time diagram current—time diagram
(ST grade + ST grade) (HT grade + LT grade)



