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A B S T R A C T

In order to study the effect of TiC/B4C ceramic particles on the microstructure evolution and microhardness of
Ni204-based cladding coating, TiC/B4C/Ni204-based composite coatings were fabricated by laser cladding. The
results showed that the TiC ceramic particles in the 30%TiC+70%Ni204 coating do not decompose. TiC is the
main reinforcing phase in the coating; however, in 30%B4C + 5%TiC+65%Ni204 composite coating, TiB2 phase
was in situ synthesized, and graphite, Fe2B, Ti-Mo-Nb, (Ti, Nb, Mo)(B, C) were formed simultaneously in the
coating. The addition of TiC promoted the dissolution and reaction of B4C. In the presence of 30%TiC, the
average microhardness and friction coefficient of the coating were 966.4 HV0.5 and 0.198, respectively, which
were 3.23 and 0.281 times of the initial Ni204 coating. In the presence of 30%B4C and 5%TiC, the average
microhardness and friction coefficient of the coatings were 1308.2HV0.5 and 0.530, respectively, which were
4.38 and 0.752 times of the initial coatings. The enrichment of TiC is proportional to the hardness of the coating.

1. Introduction

Boron carbide (B4C) has high hardness and melting point, good
chemical stability, but has poor strength and fracture toughness, poor
sintering performance and poor machinability [1,2]. B4C is widely used
in wear-resistant components owing to its hardness and wear resistance
[3,4]. Ni-based alloy has excellent self-compatibility and good wett-
ability with alloy matrix, but the hardness and wear resistance need to
be further improved [5,6].

The Ni-based coating strengthened by ceramic particles has high
hardness, excellent wear resistance, and corrosion resistance. Filippov
et al. [7] fabricated the B4C/Ni composite coating by cold spray first,
followed by laser cladding technology to remelt the cold sprayed
coating. After laser cladding, the porosity of the coating decreased and
the boundary of the B4C ceramic particles and matrix disappeared.
Wang et al. [8] fabricated Ni-15%B4C composite coatings by spark
plasma sintering. The results showed that the diffusion rate of C atoms
in Ni is faster than that of B atoms. The toughness of Ni-15%B4C
composite coatings is low, and the failure mode during the bending test
is brittle fracture. Saroj et al. [9] studied the effects of different laser
cladding parameters on the macro-morphology, particle distribution,
and microstructure of titanium carbide (TiC)-Inconel825 composite

coatings in tungsten inert gas atmosphere. Compared to AISI304 steel,
the microhardness of TiC-Inconel825 composite coating increased by
more than four times. The good wettability between Ni-based alloy and
TiC improved the sliding abrasive wear resistance of the coating. Xu
et al. [10] investigated the effect of TiC on the nucleation, micro-
structure evolution mechanism, and properties of Inconel624 coating
fabricated by laser cladding. The uniformly distributed TiC ceramic
particles refined the microstructure of the coating. The hardness in-
creased from 220 HV to 330 HV, and the tensile strength reached
824 MPa.

The microhardness of TiC composite coatings is lower than that of
B4C composite coatings; however, B4C composite ceramic materials
exhibited inferior sintering properties [11] with low strength and
toughness [3,4]. These fatal shortcomings limit the application of B4C.
Deng et al. [2] produced B4C/TiC/Mo ceramic composite coating by hot
pressing. The compact B4C/TiC/Mo composite formed during hot
pressing, and the degree of compactness increased with increasing TiC
content. The hot pressing temperature of TiC/B4C/Mo was lower than
that of pure B4C, and the fracture toughness, hardness, and bending
strength of the composites increased by 10%. Yilbas [12] prepared TiC/
B4C composite coatings without pores and cracks on the zirconia sur-
face by laser ablation. The self-annealing effect produced by multiple
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scanning could reduce the stress, thereby the cracks disappeared. The
unmatched thermal expansion coefficient between the ceramic particles
and matrix generated some pin holes in the coating. Friction coefficient
also decreased because of crack-free and high hardness. Popov et al.
[13] studied the reaction mechanism of TiC-B4C at high temperature.
Boron on the surface of B4C diffused into TiC through gas phase at
≥1700 °C, and TiB2 was in situ synthesized accompanied by the for-
mation of graphite. Rejil et al. [14] fabricated AA6360/(TiC+B4C)
hybrid surface composite layer (SCL) by friction stir processing and
studied the effect of TiC and B4C contents on the sliding friction
properties and microstructures of SCL. 50% TiC and B4C had the lowest
wear rate and the lowest iron content in wear debris. The addition of
TiC and B4C increased the plastic flow resistance of AA6360 alloy. The
reinforced phases in the SCL distributed evenly without segregation,
and the reinforced particles had small size and less pointed shape at the
reinforced particles boundary. Sun et al. [15] characterized the mi-
crostructure and mechanical properties of laminated B4C/TiC compo-
site fabricated by reactive melt infiltration on the Si and Al40Si60 alloy
surface. The results showed that TiB2 was formed by the reaction be-
tween TiC and B4C. Multilayer structures with compressive stress layers
could change the direction of cracks. Based on these literature reports,
it is important to investigate the effect of adding TiC/B4C on improving
the fracture toughness, microhardness, wear resistance, and other me-
chanical properties of composites. TiC/B4C composite has been ex-
tensively prepared by sintering and hot pressing, while a few reports
mentioned the preparation of B4C/TiC composite coatings by laser
cladding technology.

In this study, Ni-based composites with 30%TiC and 5%TiC+30%
B4C were produced by laser cladding. The microstructure and me-
chanical properties of the composites were studied, especially the effect
of TiC addition on the properties and microstructure of B4C/Ni-based
composites.

2. Experimental

No. 45 steel with the size range of 100–100-10 mm was used as the
substrate, and its chemical composition is listed in Table 1. Before
using, the surface of the substrate should be sanded and then washed
with alcohol, and dried. Ni204 was chosen as the initial powder in this
experiment because of its good formability. The chemical composition
of Ni204 powder is listed in Table 1 (provided by supplier). Ni204
powder comprises round particles with 100–270 meshes (53–150 μm).
The microhardness of Ni204 cladding layer is between 300 HV0.5 and
320 HV0.5, and the friction coefficient between Ni204 and ZrO2 ball is
between 0.64 and 0.71 (reported previously by us). In order to enhance
the properties of initial Ni-based powders, TiC (99% purity, 6–10 μm)
and B4C (99.9% purity, 2–3 μm) powders were selected to reinforce the
Ni204 coating. The composite powder and process parameters of dif-
ferent compositions are listed in Table 2. Ceramic balls with the dia-
meters of 8 and 6 mm were used as the mixing media, and their ratio
with powders was 2:1. Before mixing, the powder was dried in a dryer
at 120 °C for 4 h at constant temperature. Then, the powder was mixed
at a rotating speed of 30 r/min for 2 h. After mixing, the powder was
dried at 120 °C for 4 h in a dryer.

The required coatings were prepared using an open-loop control
system consisting of a 6-DOF KUKA robot, powder feeder, YLP-500 IPG
laser, coaxial powder feeding laser head, water cooler, and control
system [16]. During the cladding process, Ar gas functioned as the

shielding gas and powder feeding gas. Ar gas would not react with
Ni204-based alloy, TiC, B4C, and had no effect on the experimental
results. The experimental principle of laser cladding is shown in Fig. 1
[17]. All the coatings were prepared at room temperature.

After laser cladding, all the samples were cut along vertical and
horizontal directions, and the surface was polished with sandpaper
until the size of sandpaper reaches #2000 and polished with diamond
polishing paste. The cross section of the sample was washed with al-
cohol and corroded 120-150S with HCl:HNO3:H2O = 2:1:1. The mi-
crostructure, surface morphology, and composition of the samples were
observed by laser confocal microscopy (LCM, LEXTOLS4100) and
scanning electron microscopy (SEM, ULTRA PLUS). The phases in the
samples were characterized by X-ray diffraction (XRD, X Pertpro)
equipped with the Cu Kα radiation at 2.2 kW. The microhardness dis-
tribution along the depth section of the coating was measured using a
Vickers microhardness tester EM500-2A. The load was 500 gf, the
loading time was 10 s, and the distance between the two adjacent test
points was 80 μm. The wear properties of samples with different com-
positions were measured using a MFT-4000 reciprocating friction and
wear tester. ZrO2 ceramic balls (HRC > 90) with a diameter of 5 mm
were selected for a pair of grinding parts. For the wear process, the
weight of 1 kg was chosen as the load. The reciprocating distance is
5 mm, the speed is 200 mm/min, and the reciprocating time is 30 min.

3. Results and discussion

3.1. Phase compositions and microstructure

Fig. 2 shows the XRD diffraction peaks of samples 2 and 3. When
30%TiC was added to Ni204, the main phases in the sample 2 coating
are TiC, Ni-Cr-Fe, [Ni, Fe], and Ni-Cr-Nb-Mo. The melting point of TiC
is 3140 °C, and it has high thermal stability during laser cladding [10],
and the TiC particles did not react with the elements in Ni204 alloy
powder. In 5%TiC/30%B4C/65%Ni204-based composite coatings
(sample 3), TiC, B4C, graphite, TiB2, Fe2B and Ni-Cr-Fe were detected.
Graphite, TiB2 and Fe2B are the new phases, and TiB2 and graphite
formed from the reaction of TiC and B4C; however, TiC was still de-
tected in sample 3, indicating incomplete reaction. The reaction Eq. is
as follows [18]:

+ +B C 2TiC 2TiB 3C4 2 (1)

According to the thermochemical data of B4C-TiC system [19], the
Gibbs free energy of formula (1) was −201.800 kJ/mol at 2100 K [20];
therefore, based on Eq. (1) TiB2 and graphite could form during laser
cladding.

Slight decomposition of B4C occurs during the cladding process, and
Fe and B4C reacted more easily than Ti and B4C during the cooling
process [21]. In addition, the absolute value of free energy of Fe2B
reaction is greater than that of other borides; therefore, Fe2B is ther-
modynamically most stable and easy to form [22]. Fe2B was observed in
the Fe/Ti/B4C composite coatings prepared by Wang et al. [23]. It was
confirmed that Fe reacted with B4C to form Fe2B in sample 3 composite
coatings.

Fig. 3 shows the EDS mapping analysis results of B, C, Ti, Mo, Nb,
Cr, Si, Ni, and Fe in the enhanced phase region generated by sample 3.
The position of 1, 1-1, 2, 2-1, and 4 in Fig. 3(a) was analyzed by EDS,
and the energy spectrum analysis is listed in Table 3. At least six phases
were observed in the microstructure. Combining the XRD test results of

Table 1
Chemical composition and proportion of #45 steel and Ni204 powder.

C P,S Si Cr Ni Mn Mo Nb Cu Fe

Ni204 ≤0.03 – 0.4 21 Bal. – 9 4 – 1.5
45 steel 0.42–0.5 ≤0.045 0.17–0.37 ≤0.25 ≤0.25 0.5–0.8 – – ≤0.25 Bal.
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Fig. 2 indicates the first phase as graphite (i.e., Fig. 3(a)1 and 1-1).
Fig. 3(a)1 and 1-1 regions have 87% and 85% C atoms, respectively
(Table 3). The phase was further determined mainly as the graphite; the
second phase was TiB2 ceramic phase, which was rich in Mo and Nb
(i.e., Fig. 3(a)2 and 2-1). Within Fig. 3(a)2 and 2-1 regions, B:Ti was
larger than 2 (Table 3). A large number of C elements detected might be
due to the fact that the residual B4C did not react fully with TiC or the
graphite formed after the reaction with TiC, and failed to fully diffuse
out. While the C atoms did not enrich due to the presence of Mo ele-
ments [24,25], the dispersion distributed in TiB2 (i.e., Fig. 3(c)); the
third phase was rich in Ti, Mo, and Nb with a small amount of B and C,
in which the B content was higher than that of C (i.e., Fig. 3(a)3); the
fourth phase is rich in Ti, Mo, Nb, and B with a small amount of C (i.e.,
Fig. 3(a)4). According to the results of He et al. [26] and the energy
spectrum analysis of Table 3, the phase was further determined as (Ti,
Nb, Mo)B and (Ti, Nb)C; the fifth phase was Fe2B, which was rich in Cr
and Mo. Fe2B mainly appeared near the TiB2 ceramic particles (i.e.,

Fig. 3(a)5, and the phase mainly distributed around Fig. 3(a)1 and 2);
the sixth phase was rich in Ti, Mo, and Nb (i.e., Fig. 3(a)6).

In laser cladding process, ceramic particles absorb energy more
easily than Ni-based alloys [27]; therefore, ceramic particles could be
dissolved. The melting point of B4C is 2350 °C and lower than that of
TiC. The B atoms on the surface of B4C ceramic particles were easier to
diffuse to TiC [13]. Therefore, the B atoms in B4C combined with Ti
atoms in TiC to in-situ synthesize TiB2 [18]. At the same time, graphite
appeared on the periphery of TiB2 phase. Some unreacted B4C was
observed at the junction of graphite and TiB2 and the periphery of
graphite phase (i.e., 1, 1-1, 2 and 2-1 in Fig. 3(a)). This result was
confirmed by the XRD analysis of sample 3 in Fig. 2 and EDS mapping
analysis in Fig. 3(b)–(g). The presence of Mo affected the diffusion of Ti,
Nb, C, and B in liquid, changed the solidification rate, promoted the
precipitation of boride, and increased the size of boride [26]. Ti dis-
solved in NbB and Nb2C, formed by the eutectic reaction of Nb-C-B,
formed (Nb, Ti)C, and (Nb, Ti)B solid solution [28], and then formed
(Nb, Mo, Ti)(B, C) with Mo [26,29–31]. The biggest difference between
the third and fourth phases was different contents of B and C, as de-
termined by Fig. 3(b)–(g). The binding ability of Fe and B around TiB2

ceramic particles is higher than that of Ti [21]. Therefore, Fe2B phase
was detected in sample 3 and mainly appeared near the TiB2 ceramic
particles, as shown in Fig. 3(a)5. In the laser cladding process, Mo was
not suitable for solute of TiC in the cladding layer, but it could accel-
erate nucleation and refine phase [25]. The existence of Mo retarded
the coarsening behavior of carbides. The growth of carbides was basi-
cally in the form of (Ti, Nb)C [24,25]. Therefore, the phase similar to
that in the region of Fig. 3(a)6 was mainly Ti-Nb-Mo solid solution with
no enrichment of C and B. Ti and C elements can precipitate from the
matrix to form fine TiC particles [32,33].

Fig. 4 shows the EDS line scan results of Ti, C, Nb, and Mo elements
in Sample 2 and the enhanced phase spectra of different shapes. Com-
bining with the XRD test results of Fig. 2, the black reinforcement phase
particles were TiC ceramic phase. TiC was dissolved in the matrix
formed by Ni204 alloy, agglomeration, and coarsening of TiC ceramics
resulting in the formation of larger particles of TiC ceramics. The gray-
white areas around the TiC phase were mainly Ti, C, Nb, and Mo

Table 2
Composition ratio of different composites and laser cladding parameters.

Sample no. Component content (wt%) Laser cladding parameters

Ni204 TiN TiC B4C Laser power (W) Scan speed (mm/s) Powder feeding rate (rpm) Overlap distance (mm) Adjacent layers distance (mm)

1 100 0 0 0 450 5.5 0.7 0.85 0.35
2 70 0 30 0
3 65 0 5 30

Fig. 1. Experimental principle.

Fig. 2. X-ray diffraction of samples 2 and 3.
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elements. Further coarsening of TiC particles were hindered by the
presence of Mo [24,25], the ring phase around TiC was (Ti, Nb, Mo)C
[29–31]. Compared to sample 3, the reinforcing phases in sample 2 was
simpler and were mainly TiC and ring phase (Ti, Nb, and Mo)C around
the TiC particles. The addition of TiC initiated the reaction with B4C,
allowing the in situ synthesis of TiB2 ceramic phase. The phase in
sample 3 was more complex.

Fig. 5 shows the macro-morphology of the sample measured by
confocal laser microscopy and scanning electron microscopy.
Fig. 5(a)–(c) are the macro-morphology of the sample measured by
LCM. Fig. 5(d)–(f) show the microstructure of the samples measured by
SEM under high resolution. There were no obvious pores and cracks in
the Ni204 coating, and the metallurgical bonding at the overlap area of

Fig. 3. EDS mapping analysis results of B, C, Ti, Mo, Nb, Cr, Si, Ni, Fe in sample 3.

Table 3
EDS analyses of sample 3# coating (in wt%).

Marked locations C Ti B Cr Fe Ni Nb Mo

1 wt% 59.72 9.07 – 11.05 9.62 2.70 2.69 4.51
at. % 87.54 3.33 – 3.74 3.03 0.81 0.51 0.83

1–1 wt% 55.91 13.88 – 5.38 7.44 5.96 4.76 5.72
at. % 85.98 5.35 – 1.91 2.46 1.87 0.95 1.10

2 wt% 25.46 25.71 16.15 9.82 2.11 1.04 8.15 11.57
at. % 46.06 11.66 32.45 4.10 0.82 0.38 1.90 2.62

2–1 wt% 22.74 29.09 19.56 7.12 1.36 0.64 8.88 10.61
at. % 40.38 12.96 38.6 2.92 0.52 0.23 2.04 2.36

4 wt% 15.79 36.96 13.77 7.9 1.67 0.81 10.43 12.67
at. % 34.60 20.31 33.52 4.00 0.79 0.36 2.95 3.48

Fig. 4. EDS line scan and spectra of sample 3. (a), (b) EDS line scan of Ti, C, Nb, and Mo; (c) Spectrum 1; (d) Spectrum 2; (e) Spectrum 3.
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the clad tracks was good, as shown in Fig. 5(a). Within the
30%TiC+70%Ni204 composite coating, the cracks mainly occurred in
the overlap zone. Cracks were mainly caused by the agglomeration of
TiC ceramics during laser cladding [33]. The metallurgical bonding in
the overlap zone was good, and there were no pores, cracks, and de-
lamination phenomena in the metallurgical bonding zone with the
substrate. The metallurgical bonding quality was excellent, as shown in
Fig. 5(b). The composite coating of 5%TiC+30%B4C + 65%Ni204 had
a large number of pores and cracks, the direction of crack extension was
tortuous, and the quality of metallurgical bonding with the substrate
was good, as shown in Fig. 5(c). Fig. 5(d) shows the microstructure of
sample 1 with 200× by SEM. There were no pores and cracks in the
coating, and the metallurgical quality in the interlayer was good. Ac-
cording to Fig. 5(e), the distribution and size of TiC particles in sample
2 coating were relatively uniform. Fig. 5(f) shows the overlapped mi-
crostructure of sample 3 under scanning electron microscopy, in-
dicating that the cracks meandering through the coating. TiB2 was
formed by the reaction of TiC with B4C, and promoted the compactness
of B4C ceramics [34], reduced the porosity to some extent, but still was
present. Previous studies show that the coatings containing B4C parti-
cles has pores [1,35]. The one reason for the cracks might be due to the
fact the thermal expansion coefficient of TiB2 produced in the reaction
process is higher than that of B4C particles and probably increases the
thermal stress of TiB2 phase and surrounding coating, resulting in the
formation of crack [35]. And the other reason might be the presence of
the low-melting point phase. Sun et al. [18] reported that the cracks of
pure B4C coating extended along a straight line, but when TiC was
added, the cracks were forced to deflect and expand, improving the
winding degree of the coating. Therefore, the coating needed more
energy when it broke. The specific ratios of TiC and B4C to minimize the
porosity and crack size need further study.

Fig. 6 shows the microstructure of the sample at different magnifi-
cations of SEM. Fig. 6(a)–(c) show the microstructure of sample 1
mainly containing dendrite, cell, equiaxed, and columnar crystals. The
temperature gradient at the metallurgical bonding zone was large, and
the grains were slender columnar and dendrite. The second phase
precipitated on the grain boundary. According to the previous experi-
ments, the second phase was [Nb, Mo]. Fig. 6(d)–(f) are the micro-
structure of sample 2. The addition of TiC refined the microstructure.
With increasing temperature, the edges of TiC ceramic became smooth
(i.e., Fig. 6(f)). With further increase in temperature, irregular TiC

particles disappeared, but a large number of fine dendrites appeared
[27], as shown in Fig. 6(d) and (e). The second phase [Nb, Mo] dis-
appeared at the grain boundaries and mainly appeared around TiC
particles in the form of (Ti, Nb, Mo)C ring phase. Fig. 6(g)–(i) are the
backscattering method (BSM) images of sample 3. Under the BSM
images, the areas of different colors in the coating were small and
uniformly distributed in the coating. The elements of Nb and Mo mainly
appeared in the form of Ti-Nb-Mo, (Ti, Nb, Mo)(B, C). TiC reacted with
B4C to form TiB2 and eliminating C, thus formed the phenomenon of
graphite surrounds TiB2, which is consistent with the morphology ob-
served by Popov et al. [36]. The addition of TiC led to the dissolution of
B4C in the coating and the formation of binary phase and multiphase
with elements in the composite, for example, Fe2B, TiB2, graphite, TiC,
B4C, and Ti-Nb-Mo, (Ti, Nb, Mo) (B, C) phases.

3.2. Microhardness

Fig. 7 shows the microhardness distribution from the substrate to
the coating surface. Fig. 7⑨ is the macrograph of the location of the
microhardness test point of sample 3. The microhardness of the molten
pool formed by sample 3 in the substrate is obviously divided from that
formed on the substrate surface. The average microhardness of Ni204
coating was 298.9 HV0.5 (measured by previous experiments). Ac-
cording to the results of microhardness test of sample 2 (as shown in
Fig. 7), the microhardness of bulk of the enrichment TiC particles was
1339.7 HV0.5. At this time, TiC particles had edges and corners, as
shown in Fig. 7⑥. When the size of enriched TiC particles decreased, the
apparent microhardness of the area was 968.6 HV0.5. At this time, the
edge smoothness of TiC increased, as shown in Fig. 7⑦. When the en-
richment of TiC particles further decreased and became the dendritic
crystal mode, the microhardness in this area was 457.2 HV0.5, as shown
in Fig. 7⑧. In the laser cladding process, the temperature inside the
molten pool was the highest and the surface temperature of the coating
was the lowest; therefore, the enrichment degree of TiC increased from
the substrate to the coating surface, and the pointed shape of TiC par-
ticles became more obvious [27]. When the second layer was cladded,
the TiC on the first layer surface could be remelted, improving the
smoothness of TiC in the coating i.e., the microhardness of sample 2
coating increased gradually from the substrate to the coating surface.
Regardless of the pores and cracks, the enrichment degree of TiC had a
positive effect on microhardness. The average microhardness of sample

Fig. 5. Macro morphology of samples. Morphology of (a) Sample 1, (b) Sample 2, (c) Sample 3 by LCM; Morphology of (d) Sample 1, (e) Sample 2, (f) Sample 3 by
SEM.
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2 was 966.4 HV0.5, which was 3.23 times higher than that of the ori-
ginal Ni204 coating and 4.11 times higher than that of the substrate.

According to the test results of sample 3 (Fig. 7), the microhardness
curve is divided into four regions: substrate (area 1), heat-affected zone
(area 2), molten pool in the substrate (area 3), and molten pool on the
substrate surface (area 4). The average microhardness of the area 3 is
687.4 HV0.5, whereas that of the area 4 is 1308.2 HV0.5. There is no
transition zone between areas 3 and 4, and the boundary between them
was clear and 4.38 times higher than that of the original Ni204 coating
and 5.57 times higher than that of the substrate. The laser cladding
decreased the heat dissipation rate of the coating and the number of
dissolved B4C particles in the coating increased, promoting the reaction
between TiC and B4C, in situ forming TiB2 and Fe2B. Although the
hardness of TiB2 is lower than that of B4C, the formation of TiB2 pro-
moted the compactness of the structure of B4C ceramics, thus increasing
the microhardness of the coating [1,34]. The microhardness of TiB2,
graphite, and Fe2B phase densely distributed area (i.e., Fig. 3(a)1 and 2)
was the highest and found as 1457.3 HV0.5, as shown in Fig. 7①. In the
initial stage of the cladding, the temperature gradient was large, the
heat dissipation of the cladding layer was fast, and the degree of re-
action between B4C and TiC was small and mainly dispersed in the
coating. Due to the fact that most of the unmelted B4C particles floated
up during the cladding process, and the content of B4C particles in the
area 3 was low, the strengthening effect was weak, as shown in Fig. 7③.
The microhardness was 679.1 HV0.5. The microhardness at the all test

points of area 4 was ≥1184 HV0.5, as shown in Fig. 7④–⑤. The TiC
promoted the diffusion of B atoms in B4C. The TiB2 and Fe2B were in situ
synthesized, together with the (Ti, Nb, Mo)(B, C), Ti-Mo-Nb, and other
multiphase phases in the TiC/B4C/Ni204 composite coating. In addi-
tion, the unreacted B4C dispersed in the coating, thus increasing the
microhardness of the coating.

In Fig. 7⑨, the obvious layering occurred between the areas 3 and 4.
However, with the progress of the experiment, this phenomenon dis-
appeared. The microhardness distribution of the coating at L1 position
in Fig. 8 was measured. The average microhardness of areas 3 and 4 is
1322.4 HV0.5, similar to area 4 in Fig. 7. The main reason was that with
the progress of the experiment, the temperature gradient of the coating
decreased, and the amount of B4C particles dissolved in the bottom of
the coating increased, thus promoting the reaction of TiC, B4C, and
Ni204, changing the phase of the coating and increasing the micro-
hardness.

3.3. Coefficient friction

Fig. 9 shows the time-dependent curve of the friction coefficients of
the coating of samples 2 and 3. Before experiment, the samples should
be sanded by sand paper and polished by polishing paste. The average
friction coefficient of Ni204 coating was 0.705, which was abrasive
wear when grinding with ZrO2 ball. Compared to samples 2 and 3, the
scratches were deep and scratches. In the initial stage of wear, the

Fig. 6. SEM/BSE for samples. (a)–(c) Microstructure of sample 1(SEM); (d)–(f) Microstructure of sample 2(SEM); (g)–(i) Microstructure of sample 3(BSE).
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friction coefficient was unstable, and after the adaptive stage and the
transitional wear stage (about 12 min later), it tended to be stable. The
average friction coefficient of the specimen was calculated in
12–30 min and was 0.198 and 0.530 for samples 2 and 3, respectively.
Compared to the initial powder Ni204 coating, the friction coefficient of
the coating of samples 2 and 3 increased by 0.281 and 0.752 times,
respectively.

Fig. 10 shows the wear morphology of samples. The wear width of
Ni204 coating decreased by the addition of ceramic particles [37].
Fig. 10(a) and (b) are the macroscopic morphology of samples 2 and 3,
respectively. The wear resistance of Ni204 coating improved by the

reinforcement phase (TiC, B4C, TiB2, Ti-Mo-Nb, Fe2B, (Ti, Nb, Mo)(C,
B)), which changed the grinding mechanism of Ni204 coating. Ac-
cording to Fig. 10(c), sample 1 mainly exhibits abrasive wear with deep
plough groove scratches. Fig. 10(d) clearly shows that the uniform
distribution of TiC ceramic phase in sample 2 coating effectively im-
proves the wear resistance of the coating, with TiC phase as the main
reinforced phase. TiC particles had the advantages of high hardness and
wear resistance. When ZrO2 ceramic balls meet TiC in the wear process,
TiC phase was difficult to destroy, thus effectively increasing the wear
resistance of the coating. According to Fig. 10(e), graphite, TiB2, and
Ti-Mo-Nb phases are clearly observed on the worn surface. TiB2 in situ

Fig. 7. The microhardness distribution along the cross section depth.

Fig. 8. The microhardness of sample 3.
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synthesized from TiC and B4C reduced the microhardness and im-
proved the compactness of B4C; however, it was beneficial to improve
the microhardness and wear resistance of the coating [1,14]. Graphite
produced by the reaction also played a certain lubricating role in the
wear process, improving the wear resistance of the coating and redu-
cing the friction coefficient. However, the addition of B4C increases the
number of cracks and pores in the coating and is not conducive to the
improvement of wear resistance [1,18,35].

4. Conclusions

The 30%TiC/70%Ni204 and 5%TiC/30%B4C/65%Ni204-based
composite coatings were fabricated by laser cladding, and the

characteristics of ceramic particles (TiC, B4C) reinforced Ni204-based
coating was studied. The conclusions of this study are as follows:

(1) In TiC/Ni204 composite coatings, TiC is the main reinforcement
phase. The addition of TiC refines the microstructure. The Nb and
Mo elements in the coatings also change from [Nb, Mo] in sample 1
to the Ni-Cr-Mo-Nb, (Ti, Nb, Mo) C ring phase around TiC particles.
However, in TiC/B4C/Ni204 coating, TiB2 ceramic reinforcement
phase was in situ synthesized by TiC and B4C. The Nb and Mo ele-
ments in the coating exist in the form of (Ti, Nb, Mo)(B, C), Ti-Mo-
Nb, etc. The Fe elements also combine with B elements in the
coating to form Fe2B phase.

(2) The microhardness of TiC/Ni204 coating increases with increasing

Fig. 9. Friction coefficient curves.

Fig. 10. Wear morphology. (a) Sample 2; (b) Sample 3; The enlarge images of (c) sample 1, (d) sample 2, and (e) sample 3.
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degree of agglomeration TiC particles. The average microhardness
of sample 2 coating is 966.4 HV0.5, which is 3.23 times higher than
that of sample 1. The average microhardness of the sample 3
coating is 1308.2 HV0.5, which is 4.38 times higher than that of
sample 1.

(3) The average friction coefficient of samples 2 and 3 is 0.198 and
0.530, respectively, and is 0.281 and 0.752 times higher than that
of the Ni204 coating.

(4) The high content of B4C particles in the Ni204 coating significantly
improved the microhardness, but many tortuous cracks and pores
were observed in the coating, affecting the wear resistance. The
enriched TiC particles have distinct edges and corners, and the
microhardness is 1339.7 HV0.5 while the dispersed TiC particles
have smooth edges. The microhardness of the areas of in situ syn-
thesized TiB2 and graphite with dense distribution is 1457.3 HV0.5,
and TiB2, Fe2B, Ti-Nb-Mo, and (Ti, Nb, Mo)(B, C) are the main
phases in this area.
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