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AlISI 309
A study of the influence of MIG welding process on the microstructure and

mechanical properties of stainless steels AISI 309
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Abstract
The objective of this research was to study influence parameters affecting to MIG welding for Micro Structure
and mechanical property of austenitic stainless steel grade AISI 309. These have the mixture of gas shield
welding current and the welding speed. The main results are as follows. Welding testing 3 level 180,190
and 200 A, The conclusions are the macro structure in each welding currents at 200A ,The welding is
complete as best penetration. The feature of micro structure junction as dendrite and that made the weld
strength. The properly weld variable for the gas metal arc welding repetition of stainless steel by using gas
shield Ar 80%+C0, 20% The welding speed at 400 mm./min. As the welding currents 200A , Let the value

of maximum average hardness as 190.93 HV.

Keywords : Metal Inert Gas (MIG) welding, Micro Structure, Stainless steel.
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2.3.3 1a3eadlon Fronius U Vario Star 457

o
aunsdiduiin
\ N

AN 2 SNwaENISIVIATUNUT DL

2.3.4 aandeuiin AWS A5.9 : ER308 LS
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ER308LSi Chemical Composition (%) of melts analysis

Element c Si Mn P s Ni Cr Mo Cu

Specification | Max |5 651 0|1.00-250| MB | Maxgg04100fg002200 NEX | Max

Heat No.
B3201400

0.017 0.86 1.95 0.018 0.009 10.02 19.797 0.01 0.01

2.3.5 NMSANTUIIUNAGDU

o ® @ N =
|
]
£

AN 3 FNPULNTAATUIIUNAADU
NAMNA 3 FUUF NS UATIVADULATIFS 19114
langIngmaudeulagldndaslulasalaideveneg

A o a o | P
W adwnANITIUa auLLUaﬁaﬂwmsgﬂsmmﬂmaaiw
o Ay A o @ Ay

3a01A Wngtdunudenadndudy auunsgy DIN
50351 TnenUsduauaandy 3 YU Juunaaaun2
wazd U lUnaaaulsIf It U uNadaun 3 I uill

n3vdaUlnsIEsNganIALAZNAAEUAINLT
2.4 n1nsvdaulaseaiieaanianoultaulag
LA384 Scanning Electron Microscope, Hitachi SU3500

Energy Dispersive Spectroscopy, Ametex E2041-C2B

453

Funu

180 A. 150 A 200 A.

A 4 Furudmunsasieseulasediuuidey
I1INAINT 4 LASENT UIIUEINTUNISATITEDU
Tns9a4 1998999085 ward suandalildauauin
fmun vundadeenisiisdunmaeiudunuiield
Ui Tnethdumudieiednnouilufansauaziily
dosglassainaniamenaedlulasalamdsenege
2.5 N15ATIHBUAULD S
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Universal Testing Machine Model : AG-100KNI M2
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3.1 dqunauniaadl

M990 2 WSsuiguaIUNENN1LAl AISI 309

Fadaon AISI309(Tamina1) | AISI309(Standard)
5'1?! H& H&
% 0.25 0.20
5% 170 100

Mn% 0.53 200
PY% 0.02 0.05
5% 0.14 0.03
Cre 20.25 2200

Mol 0.12 —
Ni% 10.18 12.00

A% 0.05 —

Cute 0.10 —

Ti% 0.02 —
V% 0.07 —

W % 0.06 —
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3.4.2 lassadganiAvasuuadon 9IS AT 15 Funuithurinismegeuniy
M998 ULAENADIRANTTAULUULEN wlakuuinines Teesunis?l 1-4 1Wu Wald zone

Funtadl 5 Wy Heat affect zone @i 7-9 1Ju
Base metal

3.6 Auwdalunuay

) nazual 180 A (w) nazualyl 190 A () n3zurM 200

NsufFEUTEL AT ANLT (HY)

AN 12 WUILYBUIN NaBIOM Nasveny 200 win 250.00

190.87 190.93
200.00 168.93

HV

150.00

100.00

GRGRRIIEN

S
o
o
S

o
(=)
S

m nszual180 A - nszualW190 A nszualvi200 A

o Y . d Al 16 auuddluwuaiion
A 13 1a59a3199an1AUSINLLALTN (Weld zone)

o v . INAMNT 16 ArAuLT U IuseuLd aud
3.4.3 1a59d$193801A91NNA 099 aN5 AL

a0 < dl a0 <
aa = AsEuELY 190A 4ANAINULYUARYFIFAAN UATAINULUS
DLANFATDUUUFILLNUUY Yo

La?{aagjﬁl 226.6 HV

3.7 AUBVILTIRS

0 n3LFedL AP N LT aRIIAY (MPa)
() nszua’le 180 A () n7zuslW 190 A (A1) n3zuaW 200 o zzg 259 273 271
a v A v =
AN 14 Iﬂiﬂﬁi’]ﬂﬁ!ﬁﬂ’]ﬂ‘ﬂ@\‘luu’e}lfﬁ@ﬂ nNay SEM 2 250
o - 4 & 200
1NNINN 14 USL'mJLLu’JL‘U?JlIGUE‘NﬂiSLLﬁIW 180,190 sé 150
Ny P < 100
way 200A Usznounetavasndinaniines L5 <
yeseglulassadavanasamulus 0
A3ENYATDYLULATIFINNANDD m nszualW180 Ay nazualni90 A g nszualn200 A
< o a < =
3.5 ANULLYIVDILLUIILYDAU AINN 17 AMULLUILLTIAN

A < =
NN 17 ANULTITIRIvDInTEhaln 180A
' U599 259 MPa AU TsIRuaInsewaln 190A &
ANAULTINTIAT 273 MPa AU TSIRUDS

nszvualyl 200A fiAAnuuSussisd 271 MPa

AN 15 AILAUINISNAFBULUUINNDS
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4. afuseka
4.1 PISuANdn
MMMIVAABUTOBUANTNNUTUNAGBULANTINUS IO
Junuiuiotan fnamnanadeluiunumdnndily

afusnenisvaetuguilulunungud [5)

4.2 msvasuazangluwuadon

Fauwlsvoanszualvidendwmanonisazatednves
seuideulngdunnaindrvesmuduiugseninsin g
fauarnnisendnlunssuaslvid o lunszualy 180A
Funudeuiildannudorlunudon 5.94 Ki/mm. 1§
ArnIsagatednvany 1.47 mm. lunsguald 200A
Funuideuildmnnudeulunudon 6.6 Ki/mm. da
Asazaudnindu 3.0 mm.

4.3 \n5ea5193801A

Tassadisqaniavesdusudoufia (Base metal)
Usgnouniy podnuluduazineslsn AenasaInnig
Wou Tinszualiiden 180A lnseasiaganiavedin
Gouiturndulasidounnlus insudvrduesamulus

N o

waswleslsfaeiidnuairandiqeglnd duveunsu B
Tdnszualnaaziinswan d8sldnseualnas wnad
wleslsfazdailinsuruialnguazdanuaunin ang
M519a0ULATIAT 199 801AVBIT WITULY BULAY
Usgnounie saawuludlazastsd nendiannnis
a v a v
Wou Tonszualvi@ou 200A 1A59a3199801A V8340
a a’f & a 13 a [ &
Wannudulasisualud insudunidueeamnulud
wasnaslsdavlidnuaenadegindedureunsu 89
T¥nszualnsnazilinsuian waswaslsed
4.4 guUAIenaveallatan (Base metal)
< o
4.4.1 AT IVBILUIT BN HANISNAAD
NUIINTEWALN 180A JA1AIULTILTIAIN 176.9 MPa
Aszhaln 190 A TA1AULTILTIAIN 199 MPa way
Aszuall 200 A TAIAULTILTIAI 198.8 MPa

< 2 o
4.4.2 ATULYILTINIYDILUILY DU WANIT

NAARINUIINTELALN 180A TA1ANULTILTIRIT 308.06
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MPa nszuali 190 A fiAimnuudausaieit 255.5 MPa

waz nszualil 200 A feanundusssied 267.25 MPa

5. #3UNaN1339Y

1) AAuudaseRawestuay wuihdalndiRestu
wavuundeuldfinsuaninvdeldone Fuauiinng
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FAUNIULTIRI LA

2) ﬂmauﬁ’aﬂuammﬁauﬁq 3 Asgud 180 , 190 way
200A TiA1aund dlndifsatunasn1s.Ua suudas
Tassaranandiedu ddlifnadenmauifuuidon

v
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2548
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