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Fig. 2. Significant processing parameters for

Laser cladding.
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Table 1. The sample composition
nominal composition %

Si Fe Cu Mg | Ni Al
Veral Sil2CuNiMg 12 0.3 Ll ISR bal.
Veral Si18CuNiMg 18 0.3 1.1 1.1 1.1 bal.
pantal 7 f 7 0.4 bal.
i Silumin beta 9.5 P 04 | bal
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Table 2. Precessing parameters

beam diameter 2mn
beam power 1,500W
injection nozzle diameter Zimm
step(or inter track advance) 0.6mu
speed 800mm/min
powder feeding rate 6 g /min
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