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How To Weld
Stainless Steel

Introduction:
Mastering the
Art of
Stainless
Steel Welding

Welding stainless steel
is a skill that separates
weekend DIYers from
true metalworking
craftsmen. Unlike mild
steel, stainless steel
presents unique
challenges that
demand precision,
patience, and a solid
understanding of
metallurgy. Whether

you are fabricating
custom exhaust
systems, building food-
grade equipment, or
repairing marine
hardware, knowing
how to weld
stainless steel
correctly is essential for
achieving strong,
corrosion-resistant, and
visually appealing
joints. This guide will
walk you through every
critical aspect, from
selecting the right filler
metal to
troubleshooting

common weld defects.
By the end, you will
have the knowledge to
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approach your next
stainless steel project
with confidence.

Why Welding
Stainless
Steel Is
Different

Stainless steel derives
its corrosion resistance
from the presence of
chromium, which forms
a passive oxide layer
on the surface. When
you apply heat during
welding, you risk
disrupting this layer
and altering the
material's properties.
Unlike carbon steel,
stainless steel has a
lower thermal
conductivity and a
higher coefficient of
thermal expansion.
This means heat tends
to concentrate in a

smaller area,
increasing the risk of
warping, distortion, and
burn-through.
Additionally, stainless
steel is more
susceptible to
sensitization—a
phenomenon where
chromium carbides
form at grain
boundaries, depleting
chromium and reducing
corrosion resistance.
Understanding these
fundamental
differences is the first
step in learning how to
weld stainless steel

properly.
Types of
Stainless
Steel
Commonly
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Not all stainless steels
are created equal.
Before you begin, you
must identify the grade
you are working with.
The three most
common categories
are:

¢ Austenitic
stainless steel
(300 series):
Grades like 304
and 316 are the
most popular for
welding. They are
non-magnetic,
have excellent
formability, and
offer good
corrosion
resistance. This is
the easiest family
to weld.

¢ Ferritic
stainless steel
(400 series):

Weméades like 430

are magnetic and
have moderate
corrosion
resistance. They
can be welded
but require
careful heat
control to avoid
grain growth and
brittleness.

e Martensitic
stainless steel:
Grades like 410
are hardenable
by heat
treatment.
Welding them is
challenging
because the
heat-affected
zone can become
brittle.
Preheating and
post-weld heat
treatment are
often required.

For most hobbyists and
general fabrication,
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austenitic grades are
the safest and most
forgiving choice. If you
are just learning how
to weld stainless
steel, start with 304 or
316 sheet metal.

Essential
Equipment
and Materials

Having the right tools
directly impacts your
success. Here is what
you will need:

Welding Machine

A TIG (tungsten inert
gas) welder is the gold
standard for stainless
steel. It provides
precise control over
heat input and filler
metal addition,
producing clean,
spatter-free welds. MIG

welding is also possible
with the correct wire
and shielding gas, but
it generally produces
more spatter and less
control. Stick welding is
the least preferred
method due to slag
inclusion and difficulty
controlling heat.

Shielding Gas

For TIG welding, pure
argon is standard. For
MIG welding, a mix of
98% argon and 2%
oxygen or 90% helium,
7.5% argon, and 2.5%
CO2 is common. Avoid
high CO2 content as it
can cause carbon
pickup and reduce
corrosion resistance.

Filler Metal

Match the filler metal
to the base metal. For
welding 304 stainless
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steel, use ER308 or
ER308L filler. For 316
stainless steel, use
ER316 or ER316L. The
"L designation
indicates low carbon
content, which helps
prevent sensitization.

Additional Tools

¢ Stainless steel
wire brush
(dedicated, never
used on carbon
steel)

e Acetoneora
solvent for
degreasing

e Welding gloves
and a helmet
with a suitable
shade

e Heat sink or
backing bar
(copper or
aluminum) to
control heat

e Pickling paste or
passivation

solution for post-
weld cleaning

Preparation:
The
Foundation of
a Successful
Weld

Proper preparation
cannot be overstated.
Stainless steel is highly
sensitive to
contamination. Any
trace of oil, grease,
dirt, or carbon steel
particles can lead to
porosity, cracking, and
loss of corrosion
resistance.

Cleaning the Base
Metal

Use a solvent like
acetone or a dedicated
stainless steel cleaner
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to degrease the entire
joint area. Never use a
wire brush that has
been used on carbon
steel, as embedded
iron particles can cause
rust spots. Use a
dedicated stainless
steel brush or a scotch-
brite pad.

Joint Preparation

For thin sheet metal
(under 1/8 inch), a
square butt joint with a
tight fit-up works well.
For thicker material,
bevel the edges to a
60-70 degree included
angle using a grinder
with a dedicated
stainless steel disc.
Leave a root face of
about 1/16 inch to
prevent burn-through.

Fit-Up and

Fixturing

Stainless steel tends to
distort more than
carbon steel. Use
clamps, magnets, or a
welding fixture to hold
the pieces firmly in
place. Consider leaving
a small gap (about 1/16
inch) for filler metal to
penetrate fully. Tacking
the joint at regular
intervals before the
final weld run helps
maintain alignment.

How To Weld
Stainless
Steel: Step-
by-Step TIG
Process

This section provides a
practical, step-by-step
approach for TIG
welding, which is the
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most common and
preferred method for
stainless steel.

Step 1: Set Up
Your Machine

Set your TIG machine
to DCEN (direct current
electrode negative).
For 1/16 inch thick 304
stainless steel, start
with about 60-80 amps.
Adjust based on
material thickness. Use
a 2% thoriated or
ceriated tungsten
electrode, ground to a
sharp point. The
tungsten should extend
about 1/4 inch beyond
the gas nozzle.

Step 2: Set Gas
Flow

Set the argon flow rate
to 15-20 cubic feet per
hour. Too little gas will
not shield the weld

pool, causing oxidation.
Too much gas can
create turbulence,
drawing in air. Use a
gas lens for better
coverage on stainless
steel.

Step 3: Establish
the Arc

Use a foot pedal or
finger control to start
the arc. Use high-
frequency start to
avoid tungsten
contamination. Bring
the torch to about 1/8
inch from the
workpiece and depress
the pedal. A steady arc
should establish
without the tungsten
touching the metal.

Step 4: Add Filler
Metal

Once a small molten
puddle forms, dip the

Downloaded from ges.cursor.cl by Phelps & Sierra ¢ Read
more, learn more. ¢ Page 7



filler rod into the
leading edge of the
puddle. Do not touch
the filler rod to the
tungsten. Move the
torch forward at a
steady pace,
maintaining a
consistent travel speed.
Keep the arc length
short—about the
diameter of the
tungsten.

Step 5: Control
Heat Input

Stainless steel is prone
to distortion. Use a
technique called
"walking the cup" to
maintain a consistent
arc length.
Alternatively, use a
pulsed current setting if
your machine has it.
Pulsing reduces overall
heat input and helps
control the puddle. For
thin material, weld in

short 1-2 inch
segments and allow the
metal to cool between
passes.

Step 6: Post-Weld
Cleaning

After welding, the heat-
affected zone will have
a discolored oxide
layer. Remove this with
a stainless steel brush,
then use pickling paste
to restore the passive
layer. Rinse thoroughly
with water. This step is
critical for maintaining
corrosion resistance.

MIG Welding
Stainless
Steel: A
Viable
Alternative

If you do not have a TIG
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BrrcinBl e telding
stainless steel s
possible. Use a

stainless steel wire
(ER308L or ER316L)
and a shielding gas mix
of 98% argon and 2%
oxygen. Set your
machine to spray
transfer mode for best
results. Use a push
technique (pushing the
gun away from the
weld puddle) to
improve gas coverage.
MIG welding produces
more spatter, so be
prepared for additional
cleanup. It is generally

better for thicker
material where a little
extra heat is
acceptable.
Common
Challenges

Overcome
Them

Even experienced
welders encounter
issues when learning
how to weld
stainless steel. Here
are the most common
problems and their
solutions.

Warping and
Distortion

Stainless steel has a
high thermal expansion
rate and low thermal
conductivity, causing
heat to concentrate. To
minimize warping, use
a copper backing bar to
draw heat away, weld
in segments, and use
clamps to restrict
movement. Consider
using a heat sink paste
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on the backside of the
joint.

Sugaring
(Oxidation on the
Backside)

When the back of the
weld is exposed to air,
it forms a rough,
oxidized scale. This is
called sugaring and is
more common on
stainless steel. The
solution is to back-
purge the weld area
with argon. If that is
not possible, use a
backing tape or a flux-
coated backing bar.

Cracking

Hot cracking can occur
if the filler metal is not
properly matched or if
the weld pool is too
large. Use low-carbon
filler metal (ER308L or
ER316L) and maintain

a tight arc. Avoid
excessive heat input,
which can cause the
weld to pull apart as it
cools.

Porosity

Porosity is caused by
gas trapped in the weld
pool. This is usually due
to insufficient shielding
gas, drafts blowing the
gas away, or
contamination on the
base metal. Clean the
metal thoroughly and
check your gas flow
and nozzle condition.

Safety
Consideration
s for
Stainless
Steel Welding

Welding stainless steel
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produces fumes that
contain chromium and
nickel, which are
hazardous if inhaled.
Always weld in a well-
ventilated area and use
a respirator rated for
metal fumes.
Additionally, ultraviolet
radiation from the arc
is especially intense
when TIG welding
stainless steel. Wear a
welding helmet with a
shade of at least 10 or
11, and protect your
skin with a leather
jacket and gloves. Keep
a fire extinguisher
nearby and remove all
flammable materials
from the work area.

Post-Weld
Treatment for
Optimal

Results

After the weld is
complete and the metal
has cooled, proper
post-weld treatment is
essential to restore
corrosion resistance.
The heat of welding
destroys the passive
layer on stainless steel.
Without treatment, the
weld area will rust.

Mechanical
Cleaning

Use a dedicated
stainless steel wire
brush to remove
surface oxides from the
weld and heat-affected
zone. Brush in the
direction of the weld
grain.

Chemical
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Passivation

Apply a pickling paste
(such as an acid gel) to
the weld area. Leave it
on for the
manufacturer's
recommended time,
then rinse thoroughly
with water. This
removes the heat tint
and re-forms the
chromium oxide
passive layer. For large
areas, consider using a
passivating spray.

Grinding and
Polishing

If aesthetics matter,
you can grind the weld
flush using a series of
progressively finer
abrasive discs. Finish
with a non-woven
abrasive pad to restore
the brush finish. Be
careful not to overheat
the metal during

grinding, as this can
reintroduce
discoloration.

Conclusion:
Welding
Stainless

Steel with
Confidence

Mastering how to
weld stainless steel
is a rewarding skill that
opens up a wide range
of fabrication
possibilities. The
material's unique
properties demand
careful preparation,
precise heat control,
and the right choice of
filler metal and
shielding gas. While the
learning curve s
steeper than with
carbon steel, the
results—strong, clean,
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corrosion-resistant
joints—are well worth
the effort. Remember
to start with a forgiving
grade like 304, practice
your TIG technique on
scrap material, and
always prioritize safety
and proper ventilation.

With  consistent
practice and attention
to detail, you will soon
be producing
professional-quality
stainless steel welds
that stand the test of
time.
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