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Study of the welding repair of Cr3 steel roller
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Abstract Cr3 steel rollers are widely used presently the local welding repair has important significance.The influence of different
preheating temperature and slow cooling after welding on the local welding repairing qualities has been studied in this paper.By
means of welding process testing non-destructive inspection Gleeble thermal simulation and metallographic analysis it was clarified
that during local welding repair for Cr3 roller the maximum shrinkage A L in heat affected zoon and the amount of martensite
increased with the decrease of preheating temperature under the condition at same preheating temperature A L decreased with the
decrease of cooling rate.The structures of Cr3 steel were improved obviously by means of hold temperature and slow cooling at 350
With the aid of slow cooling the preheating temperature can be reduced from normal 400  to 200
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Fig.3 Microstructure of thermally simulated specimen
with a preheating of 200 °C and air cooling
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Fig.4 Microstructure of thermally simulated specimen
AL with a preheating of 150 °C and air cooling
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Fig.5 Microstructure of thermally simulated specimen
no preheating and air cooling
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Fig.2 Microstructure of thermally simulated specimen with
a preheating of 300 °C and air cooling
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