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of overlay welding zone in Cr-Mo steel)
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Fig.l Microstructures of overlay welding zone with change of welding speed in as-welded state
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Fig.2- Effect of welding speed on the

width of martensite zone.

(L.s:Low speed, H.s:High speed)
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Fig.3 Effect of welding speed on the
width of coarse austenite.
(L.s’Low speed, H.s:High speed)
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Fig.4

Microstructures of overlay welding zone with PWHT holding time.
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Fig.5 Effect of PWHT welding time
on the width of carburized zone.
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