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Abstract; In order to improve the mechamical performance of marine high-load gear, this paper studied
laser alloying and strengthening treatment of marine high-load gear material (42CrMoA) ,and the treated
samples were subjected to microstructure analysis and HXD-1000TMJC digital microhardness tester for
hardness testing, to investigate the effects of laser alloying treatment parameters such as powder layer
thickness , laser output power, scanning speed, defocusing amount and alloy powder composition on the
performance. The results show that the reinforced layer of the gear with 42CrMoA material as the sub-
strate consists of alloyed layer and hardened layer after laser alloying strengthening treatment , and the total
depth of the reinforced layer is 1.1 mm; with the increase of the thickness of the alloy powder layer,the
martensite mass fraction in the hardened layer decreases and the grains become more coarse ; the increase
of the scanning speed leads to the decrease of the depth of the reinforced layer; the decrease of the defo-
cusing amount leads to the gradual reduction of the spot diameter,and the width of the reinforced layer al-
so decreases significantly. After the alloy powder is modified , microstructure is refined prominently and
hardened grain density increases.
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H R, A FH & 1 14 58 22 R T B 4
(17CxNiMo6 ) 38 32 ¥ filk VA< K A7 K T v Ak b 38, 5
TERRA 5 B vh A7 AR I ]G Ak 2R B 5 (900 ~
930 °C) [ LAF5 I8 R THK BEAIRFNE Bk b BRS F
BLFEEIN T AR ) R 4 i B Tk T2 b4 7E
L BB N AT BRI T 5 e i Re g 1k
FIMHLREERE . PIIL, B XS FH = o 45 58 98 i
K ZAFAE ), 47 0 i etk o 02+ i
B,

HWOLE SR MEBR B 774 DR AZ 2R
ZHF5E N B T, Almeida 25 AP0 %R PR T80
G ALY B B INIE 5 Mo JTER , RINHTIE AL
() B 4 Al 25 1) BE 8 2R 00 S5 BRI, Tid s 1 A5 B AR K
(47T, Brytan 25 AV FIH SiC R XA EE AT
WO E S LA R, & IR AL B Y AN 55 4K 2 1 A 5 75
T REFR S, NSCE %N R R A 4T
RG2S & B, MBI R A R T2 ~3
%, 90 HUZJEATIA 1 mm, R4 05558 N 00 0% 283
TIHOC A SR I, & R0OL G &b B 5 1R
T FEM R FL IR AT R 7 2. 48 ~3.71 1%, FF A4 i
2 5L b, BRERAEAE N X PR A 2Cr13 fIRER D K
AR R T 00 A SR AL B, 22461
KB O A 4 A Ab FIS B R R AL 4R 180% , HL
fiff b 5 3 T A 8% AR R L ) e AR R iR AR BN T
Kwok 25 AT %} AIST 1050 AFA# 49 2 1 1 il NiCrSiB
AR, ZROCE SIS & 4R EAYT N
PEZFARA 8.9 1,

42CrMo 4% FH M R H R 75 B AL, (H5R b
JEIREE — R (KT 1.5 mm) |, e DUAE 36 45 K H
TN DAL TGV Tl A2 s v 67 i 14 48 1 M R
Ko ASCHHBEOLE 4 H AR XS 42CrMoA W | ¥
RHATIR T SO  IR5E T 2280, G SR
BRI OGRS DA AT R R A B XAk
JERYsZE A R R T | v B 0 s Ak 2 EAT A #
BAFIZH AR 5 17CeNiMo6 £XHIB IR T 25 HERE Y
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1.1 Rt

RIS A1 R 2 £ 42CrMoA B9, T £ #4440 Ny
PR, R A R BE Ol 318.2 ~ 343.2 HV, Hifk2#
Sy BRI Fl (GB/T3077 — 1999) 5 523 {f &1 % 1
FIE7R o

F1 42CrMoA WUFEHR S ERESKNE( %)
Tab. 1 Required and measured values of chemical

composition of 42CrMoA steel ( % )

IR Il 2R S
C 0.38 ~0.45 0.42
Si 0.17 ~0.37 0.29
Mn 0.50 ~0.80 0.61
P =<0.025 0.023
S =<0.025 0.009
Cr 0.90 ~1.20 1.01
Ni =<0.30 0.24
Mo 0.15~0.25 0.18
Cu =<0.12 0. 117
Al =0.015 0.008

1.2 REHE

KOG A 4 AL XT 42CrMoA B9 HE AT 2% i ol e
SRALALFR I P ) TS SO T AR B AS R
SR, G e AR AT T BT TR
F T B0 E N CL,25. 2% 5 (Ti + Zr) ,30% ; Si,
8% ;B,5% ; Ni,3% ; Mo,3% ; Co,3% ; Re,0,,5% ;
CaF,,5% ;Fe,12.8% , 7£ FH8000 %! CO, Piif T-
W HOEIN T RS FATRIEHER 0L S &S5
AR, IR A £ =380 mm REH, BERN
10 ~50 mm, FE K ZIZREHN 0.1 ~0.5 mm, BOLH
BR3P 2 5 500 W, #1453 B AE 100 ~
500 mm/minZZ [f]

fifi H HXD-1000TMJC %1 %k = =X 5k o 6 B8 3 %
A B AR AT A A, ) R A R A
FL AR A L 4 AR A LA TSR S #T

T B ARG 0 B 5 HR GB/T18683 75K, 1E & 41k
J2 R R AT ) A T A de I s 5 3R T TRk A8
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1 BUBRERBELNTEE
Fig. 1 Schematic diagram of strengthening layer

depth and hardness testing
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2.1 MEMEEEIRELELERAZM

B A B DR 2 D 5 500 W, S AR A A
FE R 50 mm, 5 7E AN RV R R BE R S . Y
WARJERE T 0.4 ~0.5 mm B, %240 mm/minlk
T A RR BIIE R 2 TE A AL R 2 R
$90.25~0.4 mm i, i & 400 mm/min L F #9459
TR B 2R A 0.1 ~0. 15 mm A, 75 K
500 mm/min DUT 08, 28 2 B0 0 45 34 1V R
FAERIFHEEE 180 mm/min, Z4E 3 Fivky 2 5
XA EPERE A, KB R EE 0. 11 mm B 4R
15 AL B R BUY K 22, BRI AE 125 B T 3G AT
T HHEEE ©» =300 mm/min [ FIE R

P2 ~ [ 4 Sy [l by J2 J5E 2 I ) 5t A )2 3% Tl
BIEARZS . By ZIEJE 0. 44 F1 0. 28 mm HY 55 1fi HE
AN 0.3 A0, 1 mm, BEHIJG ALY BAF 432
JEFE 0. 11 mm KbFR S5 Ak 2 322 T A7 7 M0, 2R 1 A
AR, RS HE, K 4 B R HAY R E
AL Z 4y BIAE 180 F1 300 mm/min 47§ 1 T
e,

NI J2 JEE B AR A 9 O 5 Ak 2 A B dn 3 2
JR

BEHE
2 MEBEE0.44 mm MR ERERERE
Fig. 2 Surface forming state of strengthening layer when

the thickness of powder layer is 0. 44 mm

YIS
3 MEEEO0.28 mm HHELERERE

Fig. 3 Surface forming state of strengthening layer when

the thickness of powder layer is 0.28 mm

L
B4 HEEEO. 1 mmEHBLERERLRES

Fig. 4 Surface forming state of strengthening layer when

the thickness of powder layer is 0. 11 mm
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Tab. 2 Hardness of laser alloying layer with

different powder thickness

y - MR/

e VR
0.44 180 826 667
0.28 180 851 704
0.11 180 846 720
0.11 300 826 667

2.2 EOtEHH TR R IR
BRI BUE K2R 0. 36 mm, [ 7 1
AL 180 mm/min FIE 1R 50 mm, 5 ZEHOL
AR R R AL 5 5 4 R TR TR E B 5
Wi, REREE R INER 3 PR,
#3 AENER KB EEE
Tab. 3 Hardness of laser strengthening layer

with different power

M3 2 Al AN LR J2 B JE - e A 2= O RS EE 95
A AR VAR PR B Ay 2 TS N/
ey VARl J22 0 32 A3 2 V2 R o o/ IS 4 D PR
For 2 JEJRE RIS B 5 <6 P ot (A R o o
AL S A PR S 2 TP ) B DR P P s 2 v
FEARS TR 1 2 b A 2R S ER AR AR Y 5 i
Rt AR, BRI, AR TR AR S AL, AT
FEB IRV K TR AR /N, 78 500 %5658 WL %<
T BEE 2 IR BE RS, VAR 2 B TR
A RGN, PEAESZ LU 5 B,

(a) 0.44 mm

(c) 0.11 mm
Es5 ARMEEENEEERSEELARE
Fig. 5 Metallographic structure photo of hardened

layer with different powder thickness

W BT o/ B/ HY
GOlE BE AelE TR
5 500 0.36 1.0 2.3 902 646
5 000 0.36 1.0 2.3 805 714
4 500 0.36 1.1 2.3 870 664
4 000 0.36 1.1 2.3 879 664

RIGZE FR  FECRUER R 7 LRI T
B AR O R DR A A AR AR AL E TR R
EERTE S A I R X A [ WL [ O [ i =T ey
R A AR DL A, (HARSE MO LR SR Y
— PG WO IR A BN, 1 R R AR T
ANg RBE, S R S A S AN AR BT 7R CRAIE R
RITIEACITTHE T, B BRI D%,
THRAE AR R 2 R B2 BRG0PI DA A i
SR L BERR O R TR
2.3 PARMEENEEENREAELERNEZM

WOtk IR E 2 P =5 500 W, 7l & 42
JEEE 0.35 mm, 7EAS [F] 2 £5 5 T 5 B84 1 o B X o
A0 JZ R B IR B ) s i), SE IS 45 AN 3R 4 TR

R4 TEAMAASUEEREERBNASUERRE

Tab. 4 Hardness of alloying layer with different laser

alloying speeds and defocusing amounts

- WEE/ EfER/ B /mm 1R/ HV
mm-min "' omm G40E BEE AR R
1 400 50 1.1 0.9 852 756
2 320 50 1.0 1.1 857 711
3 240 50 1.1 1.1 864 652
4 160 50 1.0 1.4 880 720
5 400 30 0.8 1.05 948 704
6 320 30 0.9 1.15 911 689
7 240 30 1.05 1.3 897 713
8 160 30 1.5 1.3 899 697
9 400 10 1.3 0.65 843 636
10 320 10 1.1 0.9 836 698
11 240 10 1.4 0.85 849 631
12 160 10 1.4 1.0 864 644




122 - WoBE 3

A 2023 4F

OGRS S U 3R 4 T Y
BRSO 50 mm B 7E H A T 25 2 B0M [R] 915 B
T, BEE WOCTI R H B AR, X 4 Ak )2 0 R B2 I
A B R (AR LR W SR B A AL B
MEGEEE R 30 mm B, X I EE g5 5 ~ 8 AT LA &
L, BEAE I B AR, RO & S L Z Fsr k)21
TR EE Y528 38 T, EL TR 8 15 M A s 8 ke B 5 5 4
)2 IR A S A5 B AT I Sl ) AR AR e A
910 mm B %F GBS A5 9 ~ 12 AT LR B, B &
WOCHH R R REAR , 5 4 02 TR B SE R AR5 1
I AR S AR R BE N, SR A0 2 04 R S 12 T HE s
P BT 0 AR, b EAS BT,
il 950 i R AR, SR Ak B TE BE R A R N, 1 6
(a) ~ B 6(c) ik B M ZE 247 6 Ry B 44 1R AR
A 400,320,240 F1160 mm/min,

(b)%%% 30 mm

(c)%‘ﬁﬁ 10 mm

Elo AREPAMEENEEETRBULRINRA
Fig. 6 Photos of the appearance of strengthening layer

under different scanning speeds and defocusing amounts

B RO SR E TR R B e S
BELWRZN TR, WE6(a) ~ B 6(b) LA
B, b AN R AR BN AR
DANERURTE & U e Y L R e = W A Y
M, VAR J2 B B U A B AR N 10 mm B IR R
%, MEotE &l 400 1320 mm/min B, il
BRI, A a LR TR EE SN G 1K iRk
JEIREETCW A A, MO A S
240 mm/minf, Bl B FE B9/, A 4 2 AR
02 BITR BE A WY Sl AR AL AR 5 b )23 s B2 (s 7
EEL R AN A (EP S Y SN NPT <R ] R R
P IR, A Ak 2 FsRAL 2 TR BE R I, 243
Wi e b HEERE A 160 mm/min i, & 4102 EE
A 2R B it B9 A5 B A/, s e 2 5
T 5 VAR 22 A TR R D52 AL 0N

3 Lot

BEMRMRL

FRAEWIEEL L 7 AT A A A2 10 8 41 21
FHIE, @B AR LA mifa 4. (1) ek &=, H
RTE G A b2 AR R IO A 20 A0 B IR ok, LA
FAREIEAT A A Rk AL 0RE T BRI K, (2) 1A
e Ti 0 Ze OREDGT A, B8 0 2 0 I DR
A AR ARACYTE ROTE , B 4 R AL A A ik
TR oA B AR HERIORE RS R, Ak e 1Y)
PO TZ%0M . P =5 500 W,v =200 mm/min, &4
150 mm, FERZERE 0.29 mm , MU Ar 455, Hi
N 15 L/min, A 4R AR BARIY 5L b 234
H:C,30% ;Ti,20% ;Zr,12% ;Nb ,4% ;Si,8% ;B,7% ;
Ni,3% ;Mo,3% ;Co,3% ;Re,0,,5% ;CaF, ,5% .
3.2 MARMUEBRALSEEHH

B 7 NEEMAMACRR A 2 B R A,
AILVE &SRR B SR R Atk
AR, 3O T 30A B2 M 22, A6 K AR A
B2 1 245805 BORE RS /N, 2315 2 B A, JETE 7853
RAEIFA [ A B S Ok A T S RE T T IR, S
A Is A4S 3 B E 4k, AL U 41N
AR AR 2 2 (BB TR QR R [ AR ), A A R,
B RERN AR Z IR R T AR S

3.1
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(a) 2400 XFLBEIE A

(b) 5000 X L4 R F

it
(c) 10000 X Hi 485 1R F

PEAHT

7T AEMKRAUIENEEUERIE(SEM)RA
Fig.7 SEM photos of alloying layer before and after

alloy powder optimization

X HSORLHEA T R 3 DX B4 43 BT, AR i) R 4
JRICE B AR T AR S BiR . sk e
BT E A UKL Hh e BE s A U0 W AR R ORL 2 D
Ti, Zr, Fe 2 3102 =t AL 1y B B ok

*5 EOIEETR B ETEEY LG
Tab. 5 Relative proportions of metallic elements in

in-situ authigenic particles

42CrMoA WO A 4 b T A AL S B 8 B A
JE 5 17CrNiMo6 85 (10 h) T K A4 B 2 466 B2 4 5 8
B, MEFRTLIE H,42CeMoA MIBOL A 4k T
ZARAR S 0 B E A E A AR R 1415 1T 17 CrNiMo6
BT AT B SE 1 0, 38 3] e (B 5 LA 32 B AIG
AR ARIE R FE A2 ST B T A BE AR 545 )
PR, BT HOLA &AL BLS 42CrMoA X
W R, HAE A A2 W B ORRe R &, vl DAl
Vo BAT S AT A HEHT R 250 1 P RE

900

—— BRHEK

800 -

700 -

600 -

T BE/HV

500

400 |-

300

1 1 | | | | | | |
0 02 04 06 0810 12 14 1.6 1.8 2.0
PE B R H/mm
B8 ALBEEL 17CrNiMo6 S
(10 h) FENFEEEH
Fig. 8 Changes of hardness after optimization and

17CrNiMo6 carburization (10 h) quenching hardness

TESE RGO A 4 HAL BT I T2 i R Y ik
SOk HORE ARSI 147 T A J2= A0 TR L B E 25 2R
6 Fn, Horp kN T T 28 #ot &4
e+ FOLREEI S M I T T 2ot & a1k,

Fo HEERBUEREMEERNER
Tab. 6 Test results of depth and hardness of

strengthening layer of test gear

Lol RRE| Bt S5 A0 14 v
B WEREE/mm 0.5 0.5
AL EIREE/mm 1.1 1.1
A 2RI/ HY 810.5 803. 1
VR R e KB/ HY 640.9 657.8

JLHE b e % ST 6/ %
Zr 23.02 14.5
Nb 4.37 2.71
Ti 47.58 57.06
Fe 25.03 25.73

XoF 145 % 0 T A FBE P ARG N 3% SR S s LR B A 3]
332.9 HV, iz it & &b H AR BG4, A
FER R BT B K T A0 173, A0t &
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(1) Hoth a A BT R vh A 4 AL T A 2R
BE HOCH AR 1 D)5 R DL B R SRS
St FAL P R AR A 7 A R, A TR R R R —
S PRIEKE Ik BAF I 2 0F T S B N OB R 2
RFITE Y A4 o B 2 foT A B AR TR i/ s | A 2
LI BE T 4T

(2) BG4 b J2 5B i 38, et 2 vp 5 |
A B gD RRLAE A5 T IR 5 Bt o5 4 3 g
SRR BED )N s BB B AR D B AR A
BN SRAL)E 1 T8 FE R W E RN

(3) LA AL B IR RE:, 32208
5 1 R S A AL P AR T8 il Yk K R Bt i A Ak
NSRRI FERE B R 0. 2 mm AL E O
B A ALAL B 42CrMoA XA FE L 17CrNiMo6 i3 ik
TR 93 HV, [R5 KA i

(4) BEMARMAE /320 228 &l
Ak, B8 o JOR 2% JEE H

S Xk
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