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Table 1 Healing results of TIG repair welding
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Fig. 2 Appearance of weld cross-section
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Fig. 3 Results of TIG and A-TIG repairing welding
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Fig. 4 Experimental results of TIG repair welding
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Fig. 5 Microstructures of welded joints

2.4 WEEEEEINERER
Sr R TIG, A-TIG AMR @& A A FE AT B
s K, 5 2R an &) 6 Fr .

55t
50
s
jan)
X 45}
= : \
B 40t —=—TIG /120 A L
€ —e— A-TIG ##/120A
= —+—TIG 4#/200 A
35t
30

0.0 1.0 2.0 3.0 4.0 5.0
R4 PO IE R d/mm

E6 iMERELEESH
Fig. 6 Hardness distribution after repair welding
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Fig. 7 Weld porosity and force of porosity
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