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(Characteristics of high chromium iron system overlay on welding parameter)
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Table. Chemical compositions of composite powder. (wt%)

Composite C Cr Mn Mo NbC
powder A 8 68 6 4 14
Composite CriCe Mn Mo NbC
powder B 76 4 14
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Fig. 1 Microstructure of overlay welded
with composite powder A.
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Fig. 3 XRD patterns of overlay welded with
composite powder A.
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Fig. 2 Microstructure of overlay welded

with composite powder B.
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Fig. 4 XRD patterns of overlay welded with

composite powder B.
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Fig. 5 Hardness of weld overlay welded for Fig. 6 Hardness of weld overlay for
composite powder A. composite powder B
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Fig. 7 Specific wear of overlay welded Fig. 8 Specific wear of overlay welded
with composite powder A. with composite powder B.
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