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This objective of industrial research is to study hot cracking susceptibility in austenitic stainless
steel type 304 by using ER 310 filler metal welded by Gas Tungsten Arc Welding (GTAW) process.
The hot cracking susceptibility in weld was tested by longitudinal Varestraint test. The variables in
this experimental procedure are welding currents and strain percentages. A 2,1, 0.5 and 0.4 strain
percentages and welding currents of 90, 100 , 110, 120, 130, 140, 150 , 160, 170 and 180A
were employed in this experiment. The result showed that, if the welding currents and strain
percentages were increased, the amount of cracks tended to increase. On the other hand, if the
welding currents and strain percentages were decreased, the amount of cracks tended to decrease or
contained no crack in the bweld._ At welding current below 100A and strain percentage below 0.5

percent cannot promote hot cracking in the weld metal.





