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A Study on the Properties of Overlay welding layer of Nimonic 80A using by PTAW
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Table 1 Chemical composition of Nimonic 80A,
Inconel 625, Inconel 718. Stellite 6

Composition
(%)
Nimonic 80A | 19.5]73.0| 1.0 - - - 2251 1.4 1.5 [0.05} 0.1

Cr|Ni|{Co|Mo| W |Nb| Ti|Al|Fe| C |other

Inconel 625 121.5/61.0f - 190 - |3.6}]02;02]25]005
Inconet 718 [19.0]52.5] - (30| - |51}09]05]185]0.08[0.15
Stellite 6 [30.0{ 1.0 [61.5] - 145 - - - 1010} -

22 Mg ur
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Table 2 PTAW condition of used in this study

speed 0.555 rp.m
current(A) 115A
pilot gas 2.5¢/min
powder gas 104/min
shield gas 22.54/min
owder feed rate 45g/min

Fig. 1 PTAW equipment of used in this study
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2.2.2 Friction and Wear test
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2.2.3 Cavitation erosion test
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Fig. 2 Microstructure of MIG welding cross
section (X100)

(©) Inconel 62 () Inconel 718
Fig. 3 Microstructure of PTAW process(X100)

0
Stellite 6

Nimonic 80A Inconcl 625 Incone! 718
Fig. 4 The comparison of wear weight loss at room
temperature

Fig. 5 Relation between friction distance and friction
coefficient in weld part
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Fig. 6 Result of cavitation erosion test
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