SS-FCAW Processo] 48t 238 37 44449 £454

(Welding characteristics of the hardfacing high chromium iron alloys
by the self-shield flux cored arc welding process)
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Photo. 1 Optical microstructures of the hardfacing STOODY-100HC and
the RIST-100HC atloy. (Two layer)

Table 1. Welding characteristics of STOODY-I00HC and RIST-100HC

Self-shield | Spatter vUNE21E | 8% bead

ing 4 Heg L
STOODY-100HC | £ 4 8.0-9.5 3 A
RIST-100HC + 4 8.5-10 [} 3 %

Table 2. Hardoess valve and abrasived weight loss of the bardfaced area. (fwo layer)

Specimen Hardness Abrasived
(HRC) weight loss (mg)
STOODY-100HC 53.5 1.37
RIST-100HC 573 1.10
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