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High Chromium Alloy Powder Surfacing Layers
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Abstract: Two surfacing technologies, welding wire-alloy powder surfacing and welding wire-alloy powder

block surfacing, were used to prepare high chromium alloy powder surfacing layers on Q235 steel surface, and the

microstructure and wear resistance of the surfacing layers were studied by scanning electron microscopy, X-ray

diffraction, wear and hardness testing. The results show that the microstructure of surfacing layers prepared by the

surfacing technologies mainly consisted of austenite, ferrite and carbide. The welding wire-alloy powder block

technology had many advantages, such as less sputtering, more carbide precipitate and good slag detachability. The

hardness and wear resistance of the surfacing layers prepared by welding wire-alloy powder block surfacing

technology were better than those by welding wire-alloy powder block surfacing technology, and were 3 times and 2

times higher than those of Q235 steel, respectively.

Key words: welding wire-alloy powder surfacing technology; welding wire-alloy powder block surfacing

technology; microstructure; hardness; wear resistance
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Tab, 1 Surfacing technology parameters

Beedr B
/mm L/ A

1.2 350~400

B BEEE HEEE R
BE/V /(mmess!) /mm S

30~34 3 25 COs

MR TZ R 20 g &M ARET V EIR
LT IREWS R MAERNE S SR AL
IKIEFEAE ARG E5 7, B BB 35 J o WCOEE B R AL
R FEALLE 4 MPa JEJ) FARIE 3 min, EH AL
K18 90 mmX 25 mmX 2 mm &4k, R)5
WHE T DZF-6053 BIE = TR A LT, Seinik
F30~40 CHI#H 12 h, RIGFHIBZE 170 CIRIE
24 h, B d, B 7 C BB EA K Q235
b %R 1 PR RS TR PSR R, &
SR 2 SR R
1.2 RA®HE

R AW T, AL LR R R E W
FAE, A E A AL # H R 28 10 mm X
10 mm X 20 mm HJIREE , SRS AR 1 F 4 NG BHE
BitE . A=A ERER (H 5 g =& L.
50 mL hFRFI 100 mL ZE18KH M AR 5O B

. 28 o

50 s, 78 XJP-3A OGS B T AR 2
TREEZ s 5% A M5000 B &5 2 CCD H 326 3% 430 HE
JRZ R bRy R D8 RIZ i X SR AT S &
MR E R A& ST E AL R JSM-5610LV
RIS FRBMEWEREZNHLE LS XA
HRC-150 #I3% FCRE B0 HE IR 2 10 9% R RS B, B4~
AN 5 A BOR I E, RS RA =k #fir
1471 N, fip#nd E) 5 s, i o5 2 [a] i B B 24T —
M s BRI W BE B A /D F 3 mm,

R H ML-10 #Y B} BRI G0 HLE A7 BB 4 15
WA EEBESUAR AL LB 5 8RR
100 s) . 2R J5 16 ¥E T4 3 4t T /5 Fl SARTORIUS-
BS201S R F REFFE R & (my) , ZJ5HE 2 H
K BB S HOH T B UL, BRI 45 U5 F
REFE Gn) BB E Am=m, —m, . B 3 ~idHE
AR BT H5{E.

#x2 BRABSH

Tab.2 Wear test parameters
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