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Laser cladding of Ni-base superalloy on low carbon steel
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Table.l Chemical composition(wt%) of Ni-base superalloy and substrate(SS41)

Elements Fe Cr Ni Mo Mn Si C S P B
Superalloy| 35 15 Bal - - 4.3 0.075 - - 3.1
5541 Bal | 0.075 [ <0.032] 0665 | 0.055 | 0.045 0.055 | <0.011{<0.006] -
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