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Table 1 Chemical composition of base metal and wire
p s C Si Mn Cr Ni Fe
827 0.06 1.00 2.00 17~19 8.0~10.5 HA
308L 0.014 0.55 1.91 20.28 9.73 HA&
308L-Si 0.014 0.87 1.95 20.04 9.82 Hoax
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Table 2 Table of test process parameters
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W 152 20.2 60 0 1.0 15
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Results of different wires and speed. (a) 308L,
60 cm/min; (b) 308L, 120 cm/min; (c) 318L-Si,
120 cm/min
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Fig. 2 Cross-section of different weld. (a) Fig.1a sampling; (b) Fig.1b sampling; (c) Fig.1c sampling
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Fig. 3 Microstructure of different parts of joints. (a) 308L, 60 cm/min; (b) 308L-Si, 120 cm/min
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Fig. 4 Distribution of Si in different joints. (a) 308L,
60 cm/min; (b) 308L-Si, 120 cm/min
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Fig. 5 Hardness distribution of cross section of joints
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Fig. 7 XRD phase patterns of the two joints
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Fig. 9 Two kinds of joint stretch curve
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