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Overlaying Welding Technology in Hot Die Repair
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ABSTRACT: The engineering background and application situation of various kinds of hot forging dies were briefly
described, and the important role of overlaying welding technology in hot forging die repair was introduced, as well as
the classification characteristics and application scope of overlay welding materials. In addition, the detailed overlaying

welding process in hot die repair was comprehensively represented.At last, the whole process of overlaying welding was

shown in this paper using the hot forging die repair of automobile front axle roll forging die as an example.
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Fig.1 The failed hot dies which can be repaired by welding process
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Fig.2 The hot dies which have been repaired and are waiting for machining
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Table 1 Classification of the commonly used die welding materials
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