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Fig. 1 Schematic diagram and processing
parameter of laser cladding
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Fig. 2 Photo of powder feeding system
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Fig. 3 Illustrations of the melting process of the
laser cladding powder which was being
irradiated by the laser beam
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o 7| 4| (do/! dT)= temperature of the surface tension
q = net energy flow from the laser beam
d =laser beam diameter
4= Viscosity
u, = traverse speed
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Bas Cladding | Laser Speed
Part Metel Alloy |Thickness |Power ('”I; )
2 (mm) | (kw) [
Valve [Martensitic|Co~Cr-
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Track |Low-alloyICo~Cr
bushing | steel W-C 0.762 5.0 1 0.51
Pump |Austenitic|Ni-Cr-
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Piping | Ductile |00 089 | 3.0 | 0.89
valve iron
Turbine | Nickel |Co~Cr-
blade alloy | W-Ni 1.27 8.0 1 1.02
50%
Coal -\ Steel ep | 989 | 7.0 | 1.78
chute casting
alloy
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316L stainless steel on mild steel.
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