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Abstract

In this study, the plug weldability of STS 304 was investigated. The parameters which

influence plug weldability were pushing pressure of the plates, position of welding wire and

composition of shielding gases. Among these factors, the composition of shielding gases and

hole diameter of the upper plate were found to be the major factors influencing weld quality.

To evaluate weldability, tensile shear strength of the plug welded specimen was measured and

compared with tensile strength of butt welded specimen. Hardness was measured for both plug

weld and butt weld. The microstructure of the weld metal and HAZ were also characterized.
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Table 3. Welding conditions for each plug welding

L N kil IRTTURN RN
plug 1 350 23 2
plug 2 350 25 2.2
plug 3 353 26 2.4

Table 4. Welding conditions for plug and butt

welding
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(ipm) V) (sec)
Plug €4 353 26 2.4
27 3 225 16.7 off
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Fig. 4 The tension shear strength for plug welding.
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Fig. 5 The relationship between tension shear
strength and nugget diameter.
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Fig. 7 Microstructure of weld metal and HAZ
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(b) Butt welding

Fig. 8 Hardness distribution of welding specimen
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