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Tablel Composition and hardness of hardface metals
Elctrodes C Cr Mo \4 Ti W Si Mn p Fe H.(HRC)
FAW 1.5 5.1 1.3 0.5 0.5 — 0.5 2.2 0.03 balance 33
ABW 2.1 65 0.4 — - — 0.75 1.1 0.01 balance 28
D256 0.6 - - — — - 0.25 14. 1 0.03 balance 185
D607 1.8 2.3 — 0.6 — 3.0 0.5 1.2 0.01 balance 56
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(&) Fuson area of FAW % 250 (d)  Fusion area of D256 Weld X 250
2

Fig.

70
60
50

40

30

Surface hardness/HRC

20

10
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Fig. 3 Curve of woark— hardening of hardface metals
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Fig. 4 Curve wear resistan test of hardface metals
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Fig. 5 Surface feature of impact wear sample
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(a) Hardening microg raph X 50000
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(b) Intergraph detaik
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(b) Dislocations of hardening micrograph  ><30000

(TEM)

Fig. 7 Microstructure of hardened area and its dislocations
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Middle Chromium Austenitic Alloy for Hardface Welding of Impact Wear —resitant

Meng Qingsen, Liu Mancai, Yin Sheng yi
( Taiyuan University of Technology)

Yao Quanfu
(Pingshuo Coal Industry Co.)

Abstract A middle chromium austenitic alloy FAW electrode used for hardface welding of impact
wear— resistant has been studied in this paper. It has been shown that the technological property of
FAW electrode and crack— resistance are fine and the work hardening rate of its hardface weld is high-
er than that of manganese steel materials. Base on the work hardening test, impact wearing test and
analy sis results of their mechanisms, it is shown that the deformation twinning hardening and the dy-
namic carbide ageing are main forms of the strengthening of FAW alloy, and the chisel cuting is main
form of wearing off of the hardaface metal.
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