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Table 1 Chemical compositions of substrate and wire
FHEH C Mn Si S P Cr Ni Cu

HO8Mn2Si 0.11 1.70~2.10 0.65~0.95 0.035 0.035 0.20  0.30 0.20

Q235 0.12~0.20 0.30~0.670 < 0.30 < 0.045 < 0.045 — — —
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Table 2 Preset deposition parameters
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Fig. 3 Appearance sizes of deposited samples
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Fig. 7 Micro hardness distributions of deposited

samples with two processes
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