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Abstract

The objective of this research is to compare the types of welding polarities between Direct Current
Electrode Positive (DCEP) and Alternating Current (AC) that affect the metallurgical and mechanical
properties of martensitic weld deposits onto a low chromium alloy steel. The welding conditions can be
divided into 1 layer and 3 layers using DCEP and AC welded by submerge arc welding with metal powder
addition. Then, the chemical composition, macrostructure, and microstructure of the deposited layers
were studied. Hardness and wear testing for mechanical properties and worn surface characteristics of the
hardfaced deposits were examined as well. The results showed that the deposited layer using AC polarity
was thicker than that using DECP polarity. The microstructure of the deposited layer for all welding
conditions consisted of martensite and austenite. The worn mechanisms of the hardfaced surfaces were
mainly cutting and plowing. Hardfacing with AC polarity led to less dilution than that with DCEP polarity.
As a result, the deposited microstructure using AC polarity contained higher martensite phase resulting
in higher hardness and wear resistance. Therefore, AC polarity is more suitable for hardfacing application
than DCEP polarity.

Keywords: Hardfacing, Welding Polarity, Submerged Arc Welding, Powder Addition, Wear

Please cite this article as: B. Srikarun and P. Muangjunburee, “The comparison of welding polarities on microstructures and
wear behaviour of hardfacing metal using submerged arc welding with added metal powder,” The Journal of KMUTNB,
vol. 32, no. 2, pp. 285-295, Apr.—Jun. 2022 (in Thai).
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3H-DCEP 3 DCEP 0.5 600 30 60 18
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