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Ship parts for increased wear resistance Overay welding technology
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Fig. 1 Self-developed continuous welding equipment

Table 1 Welding conditions applied in this study

Welding voltage 34V
Welding current 250A
Wire feeding rate 10m/min

Contact Tip-to-Work Distance (CTWD)22min

35(6), 50(6),65(6),
65(4), 65(5),65(7)

Welding travel speed(cm/min)
(pitch interval)

M

1 Bead Height (H)

*
+ Penetration (P}
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Fig. 3 Weld dilution of welding travel speed
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Fig. 4 Weld dilution of bead pitch
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Fig. 6 Measured in 3-D scanning of the weld bead
surface the measured result
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