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Abstract

The HDM (Hole Drilling Method) is a relatively simple and accurate methode in measuring residual stress of
weldment. Various method of evaluating residual stress are studied in welding field. The method of cutting
holes on the plate much affects the accuracy of result. Especially for the hard material like stainless which is
difficult to cut preciously is difficult to measure residual stress of weldment. Because heat conduction of

strainless steel is lower than other general steel,
changing of welding conditions.

the magnitude of residual stress might be different as to

Therefore, the distribution of residual stress on the STS304 steel after welding using HDM is evaluated in

this paper.

(Received August 6, 2001)
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Fig. 1 Stress states at P(r 2 ) before drilling a hole

Fig. 2 Stress states at P(y 2) after drilling a hole
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Table 1 Welding parameters

Diameter of 9.3
electrode(mm) ‘
Arc length{(mm) 3
Flow rate of Ar 4~5
gas(1/min)
Angle of touch(® ) 90’
Welding speed(mm/s) 2.5 3.0 3.5
1 180 180 180
W‘?Id‘t‘zi) 200 | 200 | =200
curren 220 220 220

Table 2 Mechanical properties of ST304

Yield strength | Tensile stress .
(MPa) (MPa) Elongation(%)
375 769 099
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