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Table 1 Composition of composite powders(wt.%), and conditions of overlay welding.

@m;.:::'::s ((;f’;:r)nposite conditions -of overlayk welding
Specimen Voltage Veloclty | Feeding |feeding rate COz% of Average
No. CraCo | Mo Mn of welding rate of wire jof powders |mixing gas
W | i) | o) | @min)_| arscop | ™MW
M 5-30 30
M55 8 | 5| 15 50
M 5-70 70
M10-30 30
M10-501 80 (10| 10 |34 | 12 350 | 50 10 | 220
M10-70 70
M15-30 30
MI5-50| 80 |15| 5 50
M15-70 70
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Fig. 1 Hardness as a function of the feeding rate of powders.
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Fig. 2 Wear resistance of overlay weld deposits for load 75N.
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