TIG &3A 3% 2 Ay AL o3 AldE $A4F9 384
(Al Alloy Overlay Formation by Metals and Ceramics Spraying in TIG Welding)
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Fig.l Hardness of Al alloy weld overlay Fig.2 Hardness of Al alloy weld overlay
by Cu spraying in TIG welding. by Ni spraying in TIG welding.



50
1 a{ ®
on o [ ]
/ “
—_ £
300
g ng 354
- 504 5 3.0
z 5
2 X 231
2 5
B 1504 S 20
T = 5
O 154 /
100+ e 5 [
/ §. 1.0
0 @ [7)
o5
0 10 20 30 40 50 60 o
Powder feeding rate (g/min) 0 10

20 30
Powder feeding rate (g/min)

Fig.3 Hardness of Al alloy weld overlay Fig.4 Specific wear of Al alloy weld overlay
by WC spraying in TIG welding. by Cu spraying in TIG welding.
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Fig5 Specific wear of Al alloy weld overlay Fig.6 Specific wear of Al alloy weld overlay
by Ni -spraying in TIG welding. by WC spraying in TIG welding.



