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o] A3 F 31F(Load) 130N, v LY £ %= (Sliding Velocity) 2.4m/sec, Z#H(AFS 50-70) 23L& &
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Algatdet. A% vlgdd 2RE v2E 2 olEF S AAS Y5ty oA 383 289 A
< At AFS AHE A=A F FFHAS AHESE FAREFE SAHFA.
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Table 1 Chemical composition(wt%) of Ni-base superalloy and substrate(SS41).
Elements | Fe | Cr | Ni | Si c | s | p|B
Ni-base 1 55 | 5 43 | oo | - - | a1
Superalloy i

SS41 Bal 0.075 | <0.032 | 0.665 0.055 0.045 0.055 | <0.011 | <0.006 -

Table 2 The condition of overlapping test.
Sample | Power Overlapping ratio
No. (kW) Coo k)
A 3.0 0.73 ~ 012
B 30 0.73 ~ 0.12
C 2.85 0.73 ~ 0.12
0.6
—a— P= 85KW, F=8.62/min, V=0.7m/min, w=2.6mm, h=0.455mm
—&— P=3.0kW, F=8.04g/min, V=0.5m/min, w=2.6mm, h=0.545mm
—A— P3 0KW, F=15.04g/min, V=0.61ymin, w=26mm, h=1.136mm
€ wiwidihy, hiheight) at single ciad track
i" 0.41
£ 5
]
.—
W * ;
B y = o/ . %l

Fig. 1 The. definition of o'verlappl‘ng test 0-%.0 0t2 ot ” 0|.6 08

parameters; (a) Overlappmg ratio(k) = Overlapping ratio (K)

(W-X)/W, (b) Overlapping angle = 8,

(¢) Turbulence = (T-H)Yh (d) 4 Fig. 2 Variation of turbulence as a function of

H=T-H. overlapping rtatio in laser cladding of Ni-base

superalloy on low carbon steel.
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Fig. 3 Results of rubber wheel abrasion Fig. 4 Polarization curves for C-1~6 in the
test. solution of 0.11M H.SQ. at 25C.
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