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Table 1. Chemical composition of specimen (wt%)

cr

Ni c

Mn

Si

Fe

28.0

0.50 0.05

0.60

0.40

Balance

Table 2. Mechanical properties of specimen

Tensile strength Elongation Hardness(Ry) Melting Point
60 koffme? 25 % 85 10 °C
Table 3. Welding Parameter
Parame ter Level
T B o 1 2 3
A w/D mm JIF JIF+ 1,5
B BHIUAT Deg” ) 0 5 10
C Volt v 390 405 420
D Ton 1 msec 1.0 1.5 20
E Ton 2 msec 05 1 1,5
F Ton 3 msec 02 04 06
G Toff msec 4 6 8
H Ar Gas R ¥min 25 15 0
F M [ Spot 4+ | EA J 1 | 2 | 3

Fig.2 Hardness distribution in welding joint
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