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power - 2.1, 24, 2.7 kW

velocity : 100~1500 mm/sec

beam size : 3,68 mm in diameter
powder feed rate : 0.15, 0.3, 0.6 g/sec

s 2 u3

beam size 9} power$} bead?] ¥ol9} Zo RAE Fig 2, Fig 3o YEIWH.

beam size7t $7184E bead?] Eole F718tW £ & beam sizest Hl&£# A71E 7HW.
Figd, 5% powder feed rate®] Z7to] @& beads] 3 ¥olg Uehz 3lth. '
X2 beam size®t H]5§ Z7)olil powder feed rate’} HAFE Fol7l F/HEE ASE
2 4 o
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Table 1 Chemical composition of substrate.

Type | ¢ | si | Ma| P | S | Ni|jCr|[ M) Vv

AlS140310.128 | 1.5110.923 | 0.022 | 0.066 | 0.677 { 13.10 0.607 | 0.059

Fable 2 Chemical composibon of powder used fur alloying.

Specification Composition
Type
Composition | Size C Cr Ni |Si+Ca+Mg+Fe+Co
CrsC: 75%
81VF Ni 20% |5-45um | 950 {71.88 | 16.99 1.306
Cr 5%
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[Fig 2 Effect of beam size and specific energy on
dimension of laser alloyed layer.

Schematic view of laser alloying technique.

Fig 1
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Fig 3 3 dimensional presentation of effect of beam size Encergy (J/mm”)
and encergy.

Fig 4 Iiffect of powder feed rate and specific encrgy on
dimension of laser alloyed layer.
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Tig 5 3 dimensional representation of effect of powder
feed rate and energy.
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