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Table 1. Applied GTAW process conditions

Base Metal STS(304), Cu(OFHC)
Current 100-120 A
Voltage 18-20 V

Welding Speed 300 mn/150-180s
Electrode EWTh-2 (92.4)
Polarity DCSP
Ar Gas 99.999%, 10 £ /min
Pre Heat - None
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Table 2. Physical properties of base material

Coefficient
Melting Thermal of
Metal Point Conductivity | Thermal
(C) (cal/C/cm/sec)| Expansion
(mm/m/C)
STS
1400- 1450 0.039 172
(304) 45
Cu
1019 094 16.
(OFHC) 5
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Fig 2. SEM micrographs of welded zone
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Fig. 3 Tensile strength of welded joint
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