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Optimization of TIG-MIG hybrid welding of 316L austenitic stainless steel
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Abstract

In the TIG-MIG hybrid welding, higher weld efficiency and better weld quality are obtained with respect to each
individual TIG and MIG welding methods. Moreover, in this method, the MIG arc is more stable in pure argon
shielding gas. Therefore, in this study, the influence of TIG-MIG hybrid welding parameters on the welds appearance
quality and welds depth to width ratio of a 316L austenitic stainless steel wasinvestigated using optimum parameters of
Taguchi design of experiments (DOE). Microstructure of the heat affected zone (HAZ) obtained from the hybrid
welding was compared with those of each individual MIG and TIG welding techniques under equal heat-input
condition. The results indicated that the most important parameter in the hybrid method to obtain the best appearance
quality and the highest depth to width ratio is the distance between the two arcs. The MIG and TIG currents are the next
influencing parameters. The width of HAZ and the size of constituent grains in hybrid welding with optimum
parameter, were smaller than those of each individual TIG and MIG processes due to the higher associated cooling rate
in the hybrid welding technique.

K eywords. Austenitic stainless sted, TIG-MIG hybrid welding, TIG welding, MIG welding.
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1- Dual bypass gas metal arc welding

2 - Double submerged arc welding

3 - Bypass current double side arc welding
4 - Tungsten inert gas - Metal inert gas
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Element C Si Mn P S

Cr Mo Ni Co Cu N Fe

Base (316L) 003 05 143 001 0.006

Filler (ER 316L) 0.02 0.54 2.10 0.03 0.004

1730 216 1024 022 041 0024 Balance

1842 257 11.59 - 0.14 - Balance
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Level Factors
evels
Ou(deg) M. (mm) Iv (A) Iy (A) h (mm) B(deg) d (mm)
1 20 12 170 210 3 20 2
2 30 16 190 230 5 30 5
3 40 20 210 250 7 40 8
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Experimental

Factors

Quality D/W
number By (deg) My (mm) Iy (A) Ii(A) h(mm) 6r(deg) d(mm)

1 1 1 1 1 1 1 1 1 0.12
2 1 1 1 1 2 2 2 4 0.17
3 1 1 1 1 3 3 3 1 0.15
4 1 1 2 2 1 1 1 1 0.13
5 1 2 2 2 2 2 2 4 0.18
6 1 2 2 2 3 3 3 1 0.16
7 1 3 3 3 1 1 1 2 0.19
8 1 3 3 3 2 2 2 5 0.23
9 1 3 3 3 3 3 3 4 0.22
10 2 1 2 3 1 2 3 1 0.21
11 2 1 2 3 2 3 1 1 0.15
12 2 1 2 3 3 1 2 4 0.20
13 2 2 3 1 1 2 3 2 0.18
14 2 2 3 1 2 3 1 2 0.13
15 2 2 3 1 3 1 2 3 0.18
16 2 3 1 2 1 2 3 2 0.17
17 2 3 1 2 2 3 1 1 0.11
18 2 3 1 2 3 1 2 3 0.16
19 3 1 3 2 1 3 2 3 0.20
20 3 1 3 2 2 1 3 1 0.18
21 3 1 3 2 3 2 1 2 0.14
22 3 2 1 3 1 3 2 3 0.21
23 3 2 1 3 2 1 3 2 0.18
24 3 2 1 3 3 2 1 1 0.14
25 3 3 2 1 1 3 2 2 0.17
26 3 3 2 1 2 1 3 1 0.15
27 3 3 2 1 3 2 1 1 0.11

Influence on weld appearance
Influence on depth to width ration

Optimized factor
Optimized parameters

d>ly> >0y >6>M> h
d > Iy > Iy> h=0>0>M,,.

1 3 3 3 2 2 2

d=5mm,l d=5mm, ly=210A, I;=250 A, Oy=20°,6,=30°, M,,.=20 m
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Main Effects Plot for SN ratios
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Signal-to-noise: Larger is better

Data Means
6M Mwe IM
9-
6 P 9 /.
—— — ;\/
3_
w0 T T T T T T T T T
o il 2 & 1 2 B! 1 2 3
T IT h 18
et
2 97
wn
ol .___4/ — ‘ L h
=
mn
Q T T T T T T T T T
= 1 2 3 1 2 3 1 2 3
d
9 /\
6_
s / N
T T

LYV delaze Jtiuj); et LN 6ﬁw%§6‘ﬁﬁf@d&mww§i\:ﬂ;‘)ﬁ_vw

S wges gl Gl e bl I
Shls &8 il Glaises L5 S pl 5 Lawa A ol
O Olse a4 S ol pilpl el 0 el cuds

A bl ang sla b b ag

SLL gei 2 8 4 Gob o ) Jool s fdow -3-3

ST
Qelaze ilel 53 i la gl plS 5,0 4 Goo o
S a e bgre SIN s s ped ok aloea LYY
ST 0P GeE e S Sla el 5 sk
Sl o tege ‘(\‘)Ji.;: e 555 e sdalie (\‘)Ji.;: 33
(@) 55, 5 s o alols SIN s wals o 2o
SPGBl Gl 3 mlae 8 Ll
bbb ol pos e 5 osde 3y b by
S 5 TIG 0L o ol O gy o SIN o e 20
S s des dn S LEL 5 e e zlil MIG

@\fﬁw&wwu{%dbbAww

S 2t dgy ha Sl Aol pl i bl (d) 55 S
C}hw@.cw;\S/N G Oy b (OMMlUe) p;clm
5okt ol ar gl S e g Sl Ko
S s MIG 0L > Ul e 85 o o SN ol
At SIN s asls o i b s e sla el TIG
S o i sl S 0 at b
P 8w b G gl CdS S S
Soxe Obr S » er s B I el ol el TIG
SAS Jie L MIG S o 5 5285 35S
S G gl kS z e S MIG e
ol s sla el 4 cond s s TIG 0 gUl «
o slaull 05 S jasie ol o Dl LB
sl e 55 MIG 55 a5y e Olpe 4 (a5
Olpe & v opl oplpls el IN ol o 2o Gl
o h s aghe a8 b s mlil ol gl e e
Vb Ody sl S0 sl el (s Sl ol

K o SRl Gl s g gl CiS


https://jwsti.iut.ac.ir/article-1-224-fa.html

[ Downloaded from jwsti.iut.ac.ir on 2026-06-23 ]

Main Effects Plot for SN ratios

N
W

Signal-to-noise: Larger is better

Data Means
BM Mwe M
-154
P — — /
-16 et — .'_____——0/
_17-.
w T T T T T T T T
K-] 1 2 3 1 3 1 2 3
o I L
—
> .15 /‘
(73 i, SO ——
Y=  -164 ——— o -
b 16 // *
£ -17-
m°
T T T T T T T T
§£ 1 2 3 1 3 1 2 3
d
5= /\‘
_16—
=174
T
1

LYV delaze &bﬂ;;u‘bﬁéu & gal ijc@wwélﬁﬁjjgjtﬁwwdﬁ@)bﬁ—ft}g

oS b glsisas Gl G (28 4 Ges and 0L
ST S b gbaisel gl oSl e ool )zl f
Slr sy G Sl Joml CadS L gladi s oo
039 slezel BB @ Ol g oo cpl oy ool Galoo 35 55050 4k
ol S Jel iz 5 2 ST Selesl b
SLsl TIGMIG s jod (s )Sos cp 55 B0y Sl s

3 S

P 92 o Aol JI1-4-3
L TIG .53 (AMM) coul sy wsd 95 om Aol 35
0B RlFe 508 Jes al U Csd rie S Ol @
G e 233 2 A pomer 5 b L L MIG
o (FMM) Gl (S e s o Aol B, 3k MIG
Gl el Kodan 3 w5 52 ool alrlae I Ls
33 pTIG o (s G b 5l e Sl MIG .3
S O e 5 2 35 A MIG LS G S
33 Om ahol B das ey aBlee i s s o)lS
S sph e L MIG g (0 MM) codl Cnle b
e 3 TIG 25 580 s polin O 2 550 W 4 Ll 5 o
5 5 lin SETIG Lo man AELMIG iy

5o L ol CahS e el ol S Sl S sl
Skt SIS g oyl (D) S Gllas il
PGk s s 0 (B w4 Ges S B
Sl AS5le 350 53 cpl el A syled o 403 e el )L
P el s MIGMwe s o SAiS e
MIGIMWE by o SIS ks bl TIG(HT)
cals s @l B0 4 Ges Cand Il 0p S gLl
JU A bkl pske 53 e OIN Cod S S
o LB 2550 50 Ll el S A ) (sl
G 2L S a3 i) e S 015 e TIG(IT)
Al gl e o8 4 Gee

6 mm < ¥ mm I TIG .8 ¢l 5, (F) e silas
Sl Al iy 5 4 Ges Sl SRS S s
o L) GEAS L ek VMM« O MM I i
3 2she B 4 e Tamd SRl sl 4 SITIG
dalt 5o G sl CdS Shals el (M) S Gillas
3l CliS (Shs o s Opr sy ol s A
sl bl crlple ol B de S (20 4 Ges Do
b e bbbl Ols 4 A sled e 4e
s ol bl


https://jwsti.iut.ac.ir/article-1-224-fa.html

[ Downloaded from jwsti.iut.ac.ir on 2026-06-23 ]

41 35'454}5&.@ ‘1397;)\:...4} 9 kﬂ\g cZAJL@j ‘CJLG;: dL.d c;}‘ﬁ‘ ‘5)&.;‘,?.- ‘5)}\;5 9 c‘,l.ﬁ Aij'x 3 O‘)&qﬁ 9 )“,:..d‘ el

S s g awda IS 5 laslie b sl bl - ¥ s

H, H,
Welding Parameters MIG, MIG, TIG
MIG TIG MIG TIG
Current (A) 210 250 210 250 210 210 250
Voltage (V) 31.2 19 31.2 19 31.2 49 19
Shielding gas flow (L/min) 12 12 0 12 12 12 12
Welding speed (cm/min) 25 25 16 25 11.65
Heat input (kJ/cm) 17.304 17.304 17.2 17.287 17.124
Depth (mm) 245 3 1.81 3.08 1.94
Width (mm) 10.64 13.6 15.03 20.17 16.82
Depth/Width 0.23 0.22 0.12 0.15 0.12
HAZ width (mm) 233 2.58 3.53 3.41 3.59
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