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Abstract: Fe-Cr-based soft magnetic alloy (SMA) monolayer coatings with high saturation magneti-
zation (Ms) above 1.3 T were deposited onto AISI 1010 substrate by co-axial powder feeding plasma
transferred arc (PTA) welding, using FeCrBSi self-fluxing powders Fe313, which have a similar
chemical composition to AISI 430 ferritic stainless steel (FSS). The effect of welding parameters
on the phase assemblage, microstructure, hardness and magnetic performance of the coatings was
investigated. The results show that the coating’s maximum width and the welding surplus height
increased with the rise in welding heat input and powder distribution density, respectively. The
coating’s Ms increased sharply, but its coercivity (Hc) decreased with the growth in the substrate
dilution ratio. The coating’s Hc increased whereas its Ms decreased with the increment in welding
heat input. The as-welded coating C3 with optimum magnetic performance had a dendrites–eutectics
composite structure, where the columnar or equiaxed sorbitic pearlite dendritic cores surrounded
by network-like eutectics α(Fe,Cr) + (Fe1−xCrx)2B were the main contents. Moreover, (Fe,Cr)7C3

and CrB had also been detected, and they were mainly distributed in the interdendritic regions.
The body-centered cubic (b.c.c.) α(Fe,Cr) multi-element solid solution contributes to a high Ms
of 1.61 T, and the borides (Fe1−xCrx)2B and CrB as well as (Fe,Cr)7C3 and other carbides cause a
high Hc of 58.6 Oe and hardness HV0.3 of 4.90 ± 0.06 GPa, much higher than that of AISI 430 FSS
(HV < 1.8 GPa). The current work verifies the feasibility of fabricating Ni- and Co-free FeCrBSi SMA
coatings with high Ms and high hardness via PTA welding, and since the feedstock powders have
chemical composition similar to AISI 430 FSS, the work may bring about novel applications for AISI
430 FSS in particular cases where the considerable wear-resistant performance as well as superior
soft magnetic and anti-corrosive properties are required.

Keywords: soft magnetic alloy; saturation magnetization; coercivity; hardness; plasma transferred
arc welding; coating; AISI 430

1. Introduction

Ferritic stainless steels (FSSs) without high-cost Ni as an alloying element have mod-
erate corrosion resistance with lower material cost [1], and have soft magnetic properties
with low coercivity (Hc), suitable saturation magnetization (Ms), high permeability, etc. An
efficient method to minimize the eddy current losses in AC magnet applications is increas-
ing electrical resistivity, and fortunately, FSSs have relatively higher electrical resistivity
compared with soft iron and silicon steel. Furthermore, FSSs can be produced to large
dimensions in some special applications, and their machinability is acceptable [2]. They
also have a lower expansion coefficient compared with austenitic stainless steels, which is
a significant advantage when temperature cycling resistance is required [3]. Considering
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all of these features means that FSSs have been used in a wide range of magnetic appli-
cations [4]. Moreover, they can be applied in electrical motors, generators and relays [5].
Thus, AISI 430 stainless steel as a low-cost material for replacing austenitic stainless steel
has received particular attention [1–3,6–8] due to its higher yield strength, higher ductility
and better polarization resistance in harsh environments and its suitable soft magnetic
properties.

However, soft magnetic alloys (SMAs) for electrical motors must be subject to severe
mechanical loads and need high strength and ductility, and some magnetic devices need
not only superior soft magnetic performance but also considerable wear resistance, such
as magnetic poles in magnetic abrasive finishing [9], magnetic bearing [10] and magnetic
fluid seal [11]. For these applications, traditional SMAs based on ferritic steels cannot
meet the requirements alone. Multi-constituent SMAs with a ferromagnetic matrix [12,13]
may address the issues mentioned above. Therefore, Ni- and Co-free self-fluxing [14]
SMA Fe313 [15–17] powders with chemical composition similar to AISI 430 were used as
feedstock in our current work, and Fe-Cr-based soft magnetic coatings with appropriately
high Ms and much higher hardness than AISI 430, which are beneficial to lower material
cost and higher wear resistance, are investigated in this paper.

Plasma transferred arc (PTA) welding is a rapidly growing method of surface cladding
technology due to many advantages such as the low cost of equipment and operation
and the free option of feedstock powders [18,19]. It has been confirmed to be a feasible
and reliable way to process three-dimensional (3D) complex geometry parts based on
experimental investigations [20], and can be used to produce SMAs [21,22], but the research
on Fe-Cr-based SMAs fabricated by PTA welding is still scarce. Therefore, in the current
study, the co-axial powder feeding PTA welding was adopted to prepare coatings using
FeCrBSi self-fluxing powders with constituents similar to AISI 430 FSS, and the influence
of welding parameters on the phase composition, microstructure, microhardness and
magnetic properties of the coatings was investigated in detail. The current work may
explore the feasibility of fabricating Co- and Ni-free Fe-Cr-based SMA coatings via PTA
welding and propose new applications for AISI 430 FSS.

2. Experiment
2.1. PTA Welding Materials and Process

Quality carbon steel AISI 1010 was selected as a substrate with dimensions of
200 × 80 × 10 mm3. The feedstock was Fe-based self-fluxing powder Fe313 [15–17],
whose X-ray diffraction (XRD) pattern, scanning electron microscope (SEM) images and
energy dispersive X-ray (EDX) analysis results are presented in Figure 1. The powder phase
assemblage contains a predominant phase, a multi-element b.c.c. α(Fe,Cr) solid solution,
and minor (Fe,Cr)7C3 (Figure 1a). Its constituent elements are Fe, Cr, B, Si, C, Mn and Ni
(Figure 1a) and its chemical composition is similar to AISI 430 [23] FSS. The gas-atomized
powders with a near-spherical shape (shown in Figure 1b,c) have a size of 120–325 screen
mesh. Their chemical compositions are shown in Table 1. The upper surface of the substrate
was prepared by surface grinding and cleaned thoroughly with absolute ethanol before
deposition. The feedstock powders were dried in a vacuum oven, and then deposited onto
AISI 1010 steel substrate with a PTA welding machine LU-F400-F300 [22]. High pure Ar gas
was used as plasma, carrier and shielding gas, and the single-track PTA-welded coating
was obtained with the parameters shown in Tables 2 and 3. The selection of the welding
parameters was based on past experience and the equipartition method.
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Figure 1. (a) XRD pattern. Inset: EDX spectrum showing peaks of each element. (b–d) SEM images 
for Fe313 feedstock powders presenting their overview and representative morphology. 
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Figure 1. (a) XRD pattern. Inset: EDX spectrum showing peaks of each element. (b–d) SEM images
for Fe313 feedstock powders presenting their overview and representative morphology.

Table 1. Chemical composition (wt.%) of substrate, Fe313 self-fluxing powders and AISI 430 FSS.

Materials C Si B Cr Ni Cu Mn S P Fe

AISI 1010 0.07–0.14 0.17–0.37 - ≤0.15 ≤0.25 ≤0.25 0.35–0.65 ≤0.04 ≤0.35 Bal.
Fe313 0.1–0.2 1.0–1.5 1.0–2.0 14.0–18.0 0.2–0.5 - 0.2–0.5 - - Bal.

AISI 430 [23] 0.12 1.00 - 16.0–18.0 - - 1.00 0.03 0.04 Bal.

Table 2. Constant parameters during PTA welding process.

Parameter Value

Plasma gas (Ar) flow rate/(L·min−1) 7.5
Carrier gas (Ar) flow rate/(L·min−1) 7.0
Shielding gas (Ar) flow rate/(L·min−1) 8.0
Stand-off distance/mm 13
Preheat temperature/◦C 25
Internal diameter of coaxial nozzle D/mm 6
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Table 3. Varying parameters during PTA welding, welding surplus height H, coating maximum
width B, volumetric dilution ratio from substrate Dv, cross-sectional hardness HV0.3 and magnetic
properties of the as-welded coatings.

Sample No. C-I C-II C-III C1 C2 C3

Welding current I/A 75 85 95 100 100 100
Transferred arc voltage U/V
(average) 22.5 22.5 22.5 25.1 26.3 26.8

Powder feed rate F/(g·min−1) 16 16 16 20 16 12
Welding speed S/(m·min−1) 0.16 0.16 0.16 0.14 0.18 0.22
Powder distribution density
Pd/(mg·mm−2) 16.7 16.7 16.7 23.8 14.8 9.1

Welding heat input HI/(kJ·cm−1)
[η = 0.7] (average)

4.4 5.0 5.6 7.5 6.1 5.1

Welding surplus height H/mm 1.7 1.5 1.2 4.3 2.2 1.5
Maximum width B/mm 5.3 4.9 4.8 12.1 9.5 8.2
Volumetric dilution ratio Dv/%
(average) 0.6 3.6 7.6 4.97 18.78 32.50

Microhardness HV0.3/GPa
(average) 5.67 ± 0.17 5.83 ± 0.19 5.53 ± 0.19 4.87 ± 0.11 5.18 ± 0.09 4.90 ± 0.06

Saturation magnetization Ms/T 0.23 0.82 1.44 1.42 1.47 1.61
Coercivity Hc/Oe 113.4 70.0 109.8 76.4 74.2 58.6

2.2. Microstructure and Properties’ Characterization

The as-welded coating samples were wire-electrical-discharge-machined and ground
to have a uniformly flat surface or cross-section, then polished and etched. The etched
specimens and feedstock powders were characterized by an Olympus GX51F comput-
erized optical microscope (OM) and SEM (SUPRA55 SAPPHIRE, CARL ZEISS) with an
EDX spectroscope (X-Max, OXFORD). XRD analysis was performed on the powders and
coating surface XOY (plasma torch scanning plane) using an X-ray diffractometer (D/MAX-
Ultima+/PC, Rigaku, Tokyo, Japan) with Cu Kα radiation (λ = 0.15406 nm) at a scanning
speed of 8◦/min. The coating microhardness HV0.3 at a load of 2.94 N and a dwell time
of 10 s was measured by an MH-6 hardness tester, and Vickers indentation marks were
performed on 9 different locations on the coating cross-section YOZ plane (vertical to
welding speed). A vibrating sample magnetometer (VSM) (7400-S, LakeShore, Westerville,
OH, USA) under a maximum applied field of 15,000 Oe and a DC B-H loop tracer (MATS-
2010SD, Linkjoin, Loudi, Hunan, China) were used to measure the values of Ms and Hc
for the welded coating at room temperature. The measured magnetic field direction was
perpendicular to the coating surface (i.e., direction Z).

3. Discussion
3.1. Microstructure

As shown in Table 3, six monolayer coatings were prepared by PTA welding, and
the typical geometry characteristics of the coating cross-section are illustrated in Figure 2,
including the coating maximum width (B), welding surplus height (H), melting depth (h),
upper melting area (AP) and bottom melting area (AS).

In order to understand the effect of process parameters on coating geometry, the
powder distribution density (Pd), welding heat input (HI) and substrate volumetric dilution
ratio in the coating (Dv) were calculated (or roughly estimated) by Equation (1) [17],
Equation (2) [24] and Equation (3) [24], respectively.

Pd = F/(S·D), (1)

where Pd, F, S and D represent powder distribution density, powder feed rate, welding
speed and internal diameter of the coaxial nozzle, as shown in Tables 2 and 3.

HI = η·U·I/S, (2)
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where HI, I, S, U and η (shown in Table 3) represent welding heat input, welding current,
welding speed, transferred arc voltage and thermal efficiency of the co-axial powder feeding
PTA welding process (η = 0.7) [24], respectively.

Dv = AS/(AP + AS), (3)

where Dv, AS and AP represent volumetric dilution ratio (shown in Table 3), bottom melting
area and upper melting area, as illustrated in Figure 2. Factually, the dilution ratio varies
across coating thickness, and it is larger close to the interface adjacent to the substrate and
declines towards the upper surface, so each coating’s Dv only denotes the average of the
substrate dilution ratio. The PTA welding process conventionally has dilution ratios of
5–30% [25], and the Dv values for most of the coatings (shown in Table 3) were approx-
imately within the scope, except C-I and C-II. These two coating samples have inferior
soft magnetic properties with relatively lower Ms (<1 T), due to their unsuitable process
parameters. The welding current I and heat input HI for them are too low to produce
quality coatings, as there is not enough energy to heat and melt feedstock powders and
substrate adequately. As for the sample C-III, its Hc value is extremely high (>100 Oe) and
could not meet the project requirements, though it has a high Ms of 1.44 T. Thus, these three
coatings (C-I, C-II and C-III, shown in Table 3) are excluded from the following discussion.
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The effect of welding heat input (HI) and powder distribution density (Pd) on coating
maximum width (B) can be seen in Figure 3. The coating maximum width increases with
the increasing HI and Pd. According to the definition of welding heat input HI, it refers to
the effective energy in the unit length along the welding direction (i.e., welding speed S),
which is transferred to the powders and substrate, so it is also called welding linear energy.
Therefore, it is not difficult to understand that with larger HI, more powders can melt in the
unit length along S, and the extra powders which have not been melted are blown away,
so the melting width, i.e., the coating maximum width B, is greater. Similarly, when HI is
within the range where powders can be melted, the larger the powder distribution density
Pd is, the greater the amount of powders melted per unit area is, and the greater the value
of B is. Obviously, the influences of both on B are similar.

The influences of HI and Pd on welding surplus height (H) are shown in Figure 4.
The welding surplus height H increases with the growth in HI and Pd. Hence, for the
same reason mentioned above, with higher HI, more powders can melt per unit length
along S, and the extra unmelted powders are blown away, so the welding surplus height
H is greater. In a similar way, when HI is within the range where powders can be melted,
the larger the powder distribution density Pd, the greater the amount of melted powders
per unit area, and the greater the value of H. The influences of HI and Pd on H are in the
same manner.
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The overall cross-section morphologies of the coatings at a low magnification are
shown in Figure 5a. The coating exhibits a uniform appearance without cracks and metal-
lurgical bonding is formed between the coating and substrate. The coating’s sharp XRD
peaks shown in Figure 5b correspond to a high crystallinity, and are indexed as a repre-
sentative b.c.c. phase that is verified to be ferritic α(Fe,Cr) solid solution. Moreover, it is
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confirmed from the EDX results (Figure 1a) combined with XRD analysis that Cr, Mn, Ni,
Si, B and C solute elements dissolved in this multi-element α(Fe,Cr) solid solution. Not
surprisingly, (Fe,Cr)7C3 which exists in the Fe313 powders is distinguished in the coatings.
(Fe1−xCrx)2B, which was indexed as “Fe2B” in Ref. [26] with a CuAl2-type tetragonal struc-
ture, is not detected in the feedstock powders (Figure 1a) but identified in the coatings
(Figure 5b). Compared with gas atomization of the powders, PTA welding of the coatings
has a relatively slower cooling rate, which facilitates boron rejecting from α(Fe,Cr) solid so-
lution and the formation of (Fe1−xCrx)2B. For a similar reason, CrB precipitates undetected
in feedstock powders are found in the coatings, which is consistent with Ref. [27].
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Figure 5. (a) Overall cross-section photographs at a low magnification and (b) XRD patterns of the
PTA-welded coatings.

It can be observed from Figure 6 that the coatings have a typical rapid solidification
structure with predominant dendrites, and the coating morphology varies across thick-
ness. Each coating has three layers: the upper layer (shown in Figure 6a–c), middle layer
(Figure 6d–f) and bottom layer or fusion layer [21] (Figure 6g–l). In the fusion layer, there
is an interface (marked by the green word “Interface” between the green dashed line and
the fusion line in Figure 6g–i) of about 200–300 µm thick, adjacent to the fusion line marked
by white arrows in Figure 6g–l. The fusion line consists of planar grains, above which
columnar cellular and even cellular dendritic grains for C1 (Figure 6g,j) and C3 (Figure 6i,l)
or equiaxed grains for C2 (Figure 6h,k) exist. In the middle layer over this interface, the
preformed columnar dendrites overlap and interlace with one another to form a dendrite
network (Figure 6d–i), in which there are also minor equiaxed dendrites. With increasing
distance from the fusion line, the columnar dendrite content declines gradually, and the
equiaxed grain content increases [28,29]. Finally, the equiaxed dendrites almost totally
dominate the upper layer of each coating (Figure 6a–c).
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Figure 6. Optical micrographs of different zones in PTA-welded coatings (C1, C2 and C3): (a–c) upper
microstructures of the coatings; (d–f) middle microstructures of the coatings; (g–l) bottom microstruc-
tures of the coatings.

The welded coating crystallization is mainly influenced by two factors: temperature
gradient G and growth rate R [30]. The ratio of G to R dominates the solidification mi-
crostructure of the PTA-welded coating that can be planar, cellular or dendritic based on the
solidification condition and the composition involved. At the beginning of solidification, a
large temperature gradient G is produced in the interface between the liquid phase at the
bottom of the welding molten pool and the cold substrate. The solid–liquid (S/L) interface
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advances gradually towards the liquid phase and the G/R ratio increases, resulting in the
formation of a layer of planar grains next to the substrate (Figure 6j–l), i.e., the fusion line.
As the solidification proceeds, the G starts to diminish, while the R gradually increases,
which leads to the increment in the constitutional supercooling (CS) in front of the S/L
interface. Consequently, the stability of the planar grain boundary is destroyed, above
which the typical columnar cellular and even cellular dendritic grains epitaxially grow for
the coatings C1 (Figure 6j) and C3 (Figure 6l). However, non-dendritic equiaxed grains are
formed above the fusion line in the coating C2, as shown in Figure 6k. Lippold et al. [31]
have suggested that the non-dendritic equiaxed grain zone forms in a narrow temperature
region adjacent to the fusion line by a heterogeneous nucleation mechanism aided by some
high-temperature precipitates. M. Shakil et al. [32] have proved that the equiaxed cellular
microstructure is highly dependent upon the alloy composition, turbulence and thermal
gradients at the S/L interface and its formation is due to the uniform and symmetric
cooling. As for the coating C2, compared with C1 and C3, its welding heat input HI of
6.1 kJ/cm is lower than that of C1 (7.5 kJ/cm) and higher than that of C3 (5.1 kJ/cm), i.e.,
HIC1 > HIC2 > HIC3. The higher HI prolongs the high temperature retention time to slow
down the cooling rate, which is helpful for grain growth. Thus, in the same position of the
coating, the grain size (GS) of C1 is the largest and that of C3 is the smallest for these three
coatings. In other words, C1 has the coarsest grains and C3 has the finest grains, as shown
in Figure 6a–i. Moreover, the HI of C2 is between that of C1 and C3, and facilitates C2 to
form a narrow temperature region, in which the non-dendritic equiaxed grains next to the
fusion line can be formed, complying with a heterogeneous nucleation mechanism similar
to Ref. [31], aided by (Fe,Cr)7C3, (Fe1−xCrx)2B and CrB. With the G decreasing continually,
the G/R ratio becomes smaller and the CS in front of the S/L interface becomes larger. Thus,
the columnar dendrites begin to grow preferentially in a direction approximately vertical
to the fusion line since the heat dissipation in this direction is the fastest. The mechanism of
the dendrite structure is as follows: the formation of planar and cellular grains (including
the non-dendritic equiaxed grains mentioned above) at the bottom of the coating causes
the release of crystallization latent heat, which decreases the supercooling degree of the
liquid phase, so the nucleation rate declines rapidly. Therefore, cellular grains tend to grow
orientationally in a direction approximately perpendicular to the fusion line, in which the
heat dissipation is the fastest. The grown grains form the long trunks of the columnar
dendrites and secondary dendrite arms grow vertical to the trunks, as shown in Figure 6g–l.
When the crystallization proceeds to a certain extent, the grown columnar dendrites overlap
and interlace with one another to form dendrite networks (Figure 6d–i). The formation
of columnar grains results from epitaxial grain growth along the direction normal to the
substrate [33], i.e., the direction of the maximal thermal gradient in the welding molten
pool [34]. In the subsequent crystallization stage, the top surface of the molten pool directly
contacts the outside air, so that the G at the surface becomes smaller. The CS zone in front
of the crystallization interface enlarges, which is beneficial to the nucleation and growth of
new crystal nuclei. New surficial and endogenic heterogeneous nucleation sites surge and
grow in random directions, restricting epitaxial growth for columnar grains and facilitating
the formation of equiaxed grains [35]. Therefore, the fine equiaxed dendrites have become
the predominant structures in the upper region near the coating surface (Figure 6a–c).

Figure 7 presents the high-magnification SEM micrograph and EDX elemental map-
ping of a typical dendrite microstructure of the coating C3, which consists of dendrites and
interdendritic structures. Similar dendrite microstructures have also been reported in other
research [36–38]. For instance, Lu et al. [37] reported that dendrites were firstly precipitated
from the molten pool and then the intercrystalline metal was cooled to form netlike eutectics
in the interdendritic regions. The EDX results (shown in Figures 7 and 8 and Table 4) reveal
the composition segregation of the alloying elements in the coating. Fe, C and Si elements
prefer to distribute in the dendrite more, while Cr and B elements tend to concentrate
in the interdendritic area. The result that boron is more distributed in the interdendritic
regions has also been observed by Gao et al. [39]. The composition segregation results from
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the high cooling rate during welding, which restricts the solute atoms in the coating from
sufficiently diffusing. Thus, the chemical compositions of the preformed dendrite and the
interdendritic region are non-uniform. Additionally, the interaction between the alloying
elements and surface tension of the molten pool, and the convection in the molten pool
attributed to the uneven distribution of the plasma arc energy density, will also influence
the composition segregation [40].
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Table 4. EDX point scanning results of points (denoted by the white asterisks in Figure 8) in the
coating C3.

Elements
Weight Percent (wt.%)

Point 1 Point 2 Point 3 Point 4

Fe 66.46 61.54 77.59 65.77
Cr 14.18 16.26 12.63 11.05
B 11.76 13.13 - -
Si 0.65 0.51 1.32 1.34
C 6.95 8.07 8.07 21.47
Mn - 0.49 0.39 0.36
Ni - - - -

It can be observed that the PTA-welded coating has a dendrites–eutectics composite
structure, in which the columnar or equiaxed sorbite dendrite cores (denoted by “S”) are
surrounded by the network-like eutectics (marked by “E”), as shown in Figures 7 and 8.
According to the Fe-B phase diagram [41], the austenite + Fe2B eutectic exists at 3.8 wt.%
boron, while the average boron content in the PTA-welded coating conforms to a hypoeutec-
tic constitution, containing primary austenite (γ-Fe) and an eutectic (γ-Fe + Fe2B). Similarly,
the coating corresponds to a hypoeutectoid steel composition, consisting of proeutectoid
ferrite and pearlite. Combined with the phase diagrams [41] and XRD results, SEM and
EDX analyses show that this ultrafine eutectic structure in the interdendritic region has
a ferritic matrix of α(Fe,Cr) solid solution with inclusions of (Fe1−xCrx)2B, denoted in
Figure 8 by yellow and white arrows, respectively. The dendritic islands in the coating
are sorbitic pearlites, indicated by “S” in Figure 8. They are transformed from primary
austenite γ-Fe (rich in carbon) at room temperature [42], and the formation of these finer
pearlites, called sorbitic pearlites [43,44], may be attributed to the relatively faster cooling
rate of PTA welding (compared with conventional casting).
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3.2. Hardness

The average microhardness (HV0.3) values of the coating cross-sections are shown
in Table 3, which are higher than those of AISI 1010 substrate [22] and AISI 430 FSS
(HV < 1.8 GPa) [23], due to the high solid solubility of B, C, Si, Ni and Mn, as well as
(Fe1−xCrx)2B, (Fe,Cr)7C3 and CrB hard phases included in the α(Fe,Cr) solid solution
matrix, and uniform fine crystalline grains. It is well reasoned that the coating hardness
declines with the increasing substrate dilution ratio Dv, since the rise in the dilution ratio
of relatively soft AISI 1010 substrate with much lower hardness (<1.8 GPa) reduces the
volume fraction of hard phases and the solute content in α(Fe,Cr) solid solution. As well
as the substrate dilution ratio Dv, the welding HI has a considerable effect on the coating
hardness. With the rise in HI, the energy for melting feedstock powders and substrate
increases, and the cooling rate of molten pool becomes slower, promoting grain growth
and solute (Ni, Mn, Si, B, C) precipitation from α(Fe,Cr) solid solution, and decreasing the
coating hardness. However, increasing HI also facilitates the formation of hard phases such
as (Fe1−xCrx)2B, (Fe,Cr)7C3 and CrB, leading to the coating hardness increment. The effect
of the former surpasses that of the latter on the coating hardness, under the experimental
conditions in this paper. Thus, the hardness of the coating with a lower substrate dilution
ratio Dv (<20%) decreased with the rise in HI, and the influence of Dv on its hardness can
nearly be omitted. In other words, the lower the HI, the higher the coating hardness, as
shown in Table 3 (C-I, C-II, C-III, C1 and C2). As for C3, the influence of its high Dv (32.5%)
on its hardness cannot be neglected, and it prevailed over that of HI, so the hardness of C3
is not higher but lower than that of C2, though C3 has lower welding HI. Therefore, C2 has
the highest hardness, whereas C1 and C3 have similar hardness values that are lower than
that of C2 (Table 3 and Figure 9).
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3.3. Magnetic Properties

The magnetic properties of the feedstock powders and the PTA-welded coatings, with
Hc and Ms measured by a VSM, are shown in Table 3 and Figure 10. The coatings’ VSM
sample cuboids (2.0 mm × 2.0 mm × 1.5 mm) were cut from the welded overlayer by wire
electrical discharge machining, as shown in Figure 10b, and they contained only the coating
without the substrate.



Magnetochemistry 2023, 9, 93 13 of 18Magnetochemistry 2023, 9, x FOR PEER REVIEW 15 of 20 
 

 

 
Figure 10. Hysteresis loops of (a) the feedstock powders Fe313 and the PTA-welded coating (b) C1, 
(c) C2 and (d) C3 sorted by increasing saturation magnetization Ms. 

From the hysteresis loops (Figure 10), the powders and the PTA-welded coatings pre-
sent adequate soft magnetic performance with high Ms above 1.3 T. Compared with the 
powders with Ms of 1.39 T and Hc of 104.9 Oe (Figure 10a), all the coatings have lower Hc 
and higher Ms (Figure 10b–d), i.e., the coatings have soft magnetic properties superior to 
the feedstock powders. Among all the coatings, C3 has the best soft magnetic properties 
with the lowest Hc of 58.6 Oe and the highest Ms of 1.61 T (Figure 10d). 

The coercivity of soft magnetic materials depends on many structural features, such 
as phase composition, volume fractions of ordered and disordered phases, the critical size 
of magnetic single-domain state and the size of magnetically independent grains. Con-
ventionally affected by most defects such as precipitates, dislocations and grain bounda-
ries, the coercivity Hc relies on grain size, as in the following Equation (4) [45]: 

𝐻௖ ≈ 3ඨ𝑘஻𝑇௖𝐾ଵ𝑎𝑀௦ 1𝐷 (4)  

where Hc, kB, Tc, K1, a, Ms and D represent the coercivity, Boltzmann constant, Curie tem-
perature, magnetocrystalline anisotropy, lattice constant, saturation magnetization and 
grain size, respectively. 

The generally used correlation between coercivity and non-magnetic or low-Ms 
(compared with α-Fe) inclusions is given in Equation (5) [45], following Kersten’s theory. 

Figure 10. Hysteresis loops of (a) the feedstock powders Fe313 and the PTA-welded coating (b) C1,
(c) C2 and (d) C3 sorted by increasing saturation magnetization Ms.

From the hysteresis loops (Figure 10), the powders and the PTA-welded coatings
present adequate soft magnetic performance with high Ms above 1.3 T. Compared with the
powders with Ms of 1.39 T and Hc of 104.9 Oe (Figure 10a), all the coatings have lower Hc
and higher Ms (Figure 10b–d), i.e., the coatings have soft magnetic properties superior to
the feedstock powders. Among all the coatings, C3 has the best soft magnetic properties
with the lowest Hc of 58.6 Oe and the highest Ms of 1.61 T (Figure 10d).

The coercivity of soft magnetic materials depends on many structural features, such
as phase composition, volume fractions of ordered and disordered phases, the critical size
of magnetic single-domain state and the size of magnetically independent grains. Conven-
tionally affected by most defects such as precipitates, dislocations and grain boundaries,
the coercivity Hc relies on grain size, as in the following Equation (4) [45]:

Hc ≈ 3

√
kBTcK1

aMs

1
D

(4)

where Hc, kB, Tc, K1, a, Ms and D represent the coercivity, Boltzmann constant, Curie
temperature, magnetocrystalline anisotropy, lattice constant, saturation magnetization and
grain size, respectively.
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The generally used correlation between coercivity and non-magnetic or low-Ms (com-
pared with α-Fe) inclusions is given in Equation (5) [45], following Kersten’s theory.

Hc ∝
δωK1

Msµ0r
V2/3

f (5)

where δw, K1, Ms, µ0, r and Vf represent the magnetic domain wall thickness, magnetocrys-
talline anisotropy, saturation magnetization, permeability of vacuum, average radius and
volume fraction of the non-magnetic or low-Ms inclusions. Equation (5) does not take effect
if δw >> r or δw << r. For the current welded coatings, the magnetic domain wall thickness
δw can be estimated to be about 40–250 nm by referring to soft iron (~0.1 µm) [4] and
silicon iron [46]. The particle size of most “low-Ms” (compared with α-Fe) inclusions in the
welded coatings was estimated to be about 20~2000 nm [26,44,47,48], i.e., r is comparable to
δw (40–250 nm), so Equation (5) can be used to evaluate the influence of low-Ms inclusions
(such as (Fe1−xCrx)2B, (Fe,Cr)7C3 and CrB) on the coating’s Hc.

The solubility limit of Cr, B and even C in α-Fe solid solution results in precipitating
out low-Ms particles, accompanied by a decline in Ms and an increase in Hc. The relatively
slower cooling rate of PTA welding releases internal stress induced by feedstock powder
gas atomizing, and facilitates grain growth as well as the precipitation of low-Ms inclusions.
The larger grains inhibit domain wall motion less effectively, leading to softer magnetic
properties, whereas domain wall motion is resisted by these low-Ms inclusions, leading
to harder magnetic properties [2]. The internal stress release and grain growth decrease
Hc based on Equation (4), while low-Ms precipitates increase Hc according to Equation (5).
The influence of the former on Hc surpassed that of the latter, and thus all the coatings
have lower Hc than that of the feedstock powders (Figure 10).

Nevertheless, for the welded coatings (C1, C2, C3) prepared with different weld-
ing HI, the coating with larger grains unexpectedly has higher Hc, as shown in Table 3,
Figures 6 and 11. This may be explained as follows. As mentioned above, the rise in PTA
welding HI prolongs the high temperature retention time of the molten pool to slow down
the cooling rate, which is helpful for grain growth and the precipitation of low-Ms inclu-
sions. So, in the same position of the coating, C1 has the coarsest grains and C3 has the
finest grains, as shown in Figure 6a–i. Meanwhile, C1 has more low-Ms precipitates than
C2 and C3, and C3 contains the fewest low-Ms inclusions. For the current welded coatings,
the effect of low-Ms precipitates on Hc prevails over that of grain growth. Moreover, the
increase in the substrate dilution ratio Dv can decrease the volume fraction of low-Ms
inclusions Vf, leading to the decline in Hc according to Equation (5), as illustrated in
Figure 11b. Hence, the higher the welding HI, the larger the grains and the higher the Hc
for the coating, as shown in Table 3, Figures 6 and 11a.

As shown in Figure 10, it is revealed that the saturation magnetization Ms was in-
creased after PTA welding, i.e., all the coatings have higher Ms than the feedstock powders.
The formation of grains in the welded coating which are preferably oriented in the easiest
direction of magnetization may be the main reason for the increase in Ms [2]. The maximum
possible Ms of a ferromagnetic material represents the magnetization that results when all
the magnetic dipoles in a solid piece are mutually aligned with the external field. The Ms
of magnetic materials depends on the element composition, the number of magnetic atoms,
the crystal structure and magnetic moment of atom [45]. It was mentioned above that there
were some low-Ms precipitates distributed in a ferritic matrix in the PTA-welded coatings.
These low-Ms inclusions decrease the coating Ms, and the reduction in volume fraction
of these inclusions or the absence of these inclusions during PTA welding may increase
the coating Ms, which is consistent with Ref. [2]. Thus, the coating Ms increases with the
rise in the substrate volumetric dilution ratio Dv, resulting from the decrease in volume
fraction of these low-Ms inclusions (Figure 11b). Furthermore, with increasing chromium
content in the material, its Ms declines, which has previously been reported for ferritic
stainless steels [49] and for iron chromium alloys [50], and in both cases, a linear decrease
in Ms was observed. In other words, the Ms increases with the reduction in chromium
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content in the material. The increase in the substrate volumetric dilution ratio Dv also
promotes decreasing chromium content in the coating, leading to the rise in Ms. Hence, the
Ms of the coating increases sharply with the growth in Dv (Figure 11b). On the other hand,
with increasing welding HI for the coating, low-Ms precipitates proliferate, leading to the
decrease in the Ms, shown in Figure 11a.
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In summary, all the PTA-welded coatings (C1, C2 and C3) present adequate soft
magnetic properties superior to the feedstock Fe313 powders, which are attributed to the
existence of b.c.c. α(Fe,Cr) solid solution with larger grain size. The Ms is from 1.42 T to
1.61 T and the Hc is from 76.4 Oe to 58.6 Oe. Among all the coatings, C3 had the highest
Ms of 1.61 T and the lowest Hc of 58.6 Oe, and the optimal values for the powder flow rate,
welding current and welding speed were 12 g/min, 100 A and 0.22 m/min, respectively.
The precipitation of (Fe1−xCrx)2B, (Fe,Cr)7C3 and CrB seems to be detrimental for soft
magnetic properties [45], but is helpful for the increase in hardness, so the coatings have
hardness (HV > 4.50 GPa) much higher than that of AISI 430 FSS (HV < 1.8 GPa) [23],
which may extend their applications in some special working conditions where appropriate
wear-resistant and anti-corrosive properties as well as suitable soft magnetic performance
are required.

4. Conclusions

1. The high-crystallinity FeCrBSi monolayer coatings were fabricated by PTA weld-
ing using Fe313 self-fluxing powders with constituents similar to AISI 430 FSS. The
welded coating has hypoeutectic structures composed of columnar or equiaxed den-
drites of sorbitic pearlites and interdendritic network-like α(Fe,Cr) + (Fe1−xCrx)2B
eutectics, with hardness (HV > 4.5 GPa) much higher than that of AISI 430 FSS
(HRB < 88 or HV < 1.8 GPa) [23] and high Ms (>1.3 T), which are not lower (or even
higher) than those of the ferritic steels with the same or similar nominal compositions
(1.1–1.6 T) [4,49]. This may broaden the application for AISI 430 FSS in some special
fields requiring not only fair corrosion and wear resistance but also superior soft
magnetic properties.

2. All the welded coatings (C1, C2 and C3) have superior soft magnetic performance
than the original powders, i.e., the coatings have lower Hc and higher Ms than those
of the Fe313 powders. The decrease in Hc is attributed to the formation of larger
grains, and the grains in the PTA-welded coatings are preferably oriented in the
easiest direction of magnetization, resulting in the increase in Ms.
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3. Under the experimental conditions in this paper, the coating maximum width and
the welding surplus height increase with the rise in welding HI and Pd, respectively.
The coating’s Hc decreases whereas its Ms increases sharply with the growth in Dv,
and the former increases but the latter decreases with the increasing welding HI. The
coating C3 presents the best soft magnetic properties with Ms of 1.61 T and Hc of
58.6 Oe. The coating’s highest Ms is due to its highest Dv, lowest Vf of non-magnetic
or low-Ms (compared with α-Fe) inclusions and lowest Cr content. The coating’s
highest Dv and lowest Vf also are responsible for its lowest Hc.

4. The high Hc of 58.6~76.4 Oe for the coatings, which resulted from the residual
stress and deformation caused by the relatively rapid solidification of the PTA weld-
ing process, may be decreased by the further optimization of welding parame-
ters or post-weld vacuum annealing, and these issues will be investigated in our
follow-up research.
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11. Szczęch, M. Research into the Lubrication of a Rotary Lip Seal Using Ferrofluid. Proc. Inst. Mech. Eng. Part J J. Eng. Tribol. 2022,
236, 1186–1197. [CrossRef]

http://doi.org/10.1016/j.mspro.2014.07.204
http://doi.org/10.24425/amm.2018.125092
http://doi.org/10.1016/j.jmapro.2015.09.008
http://doi.org/10.1016/j.jmmm.2009.01.002
http://doi.org/10.1016/0304-8853(94)90633-5
http://doi.org/10.1007/s10948-018-4968-1
http://doi.org/10.1051/metal/2018003
http://doi.org/10.1016/j.matdes.2011.11.063
http://doi.org/10.3390/machines10100902
http://doi.org/10.5004/dwt.2022.28271
http://doi.org/10.1177/13506501211053734


Magnetochemistry 2023, 9, 93 17 of 18

12. Wang, F.; Inoue, A.; Han, Y.; Zhu, S.L.; Kong, F.L.; Zanaeva, E.; Liu, G.D.; Shalaan, E.; Al-Marzouki, F.; Obaid, A. Soft Magnetic
Fe-Co-Based Amorphous Alloys with Extremely High Saturation Magnetization Exceeding 1.9 T and Low Coercivity of 2 A/M. J.
Alloys Compd. 2017, 723, 376–384. [CrossRef]

13. Han, L.; Maccari, F.; Souza Filho, I.R.; Peter, N.J.; Wei, Y.; Gault, B.; Gutfleisch, O.; Li, Z.; Raabe, D. A Mechanically Strong and
Ductile Soft Magnet with Extremely Low Coercivity. Nature 2022, 608, 310–316. [CrossRef] [PubMed]

14. Feldshtein, E.; Kardapolava, M.; Dyachenko, O. On the Effectiveness of Multi-Component Laser Modifying of Fe-Based Self-
Fluxing Coating with Hard Particulates. Surf. Coat. Technol. 2016, 307, 254–261. [CrossRef]

15. Yi, P.; Liu, Y.; Fan, C.; Zhan, X.; Xu, P.; Liu, T. Impact Analysis of the Thermal Mechanical Coupling Characteristics of Graphite
Morphologies during Laser Cladding of Gray Cast Iron. Opt. Laser Technol. 2017, 90, 52–64. [CrossRef]

16. Sun, Y.Z.; Liu, S.; Wang, S.Y.; Li, J.B.; Yang, C.N.; Hai, B.R.; Zhang, X.R.; Liu, C.S. Study on Macroscopic Morphology, Microstruc-
ture and Hardness of F313 Iron-Based Coatings Prepared by Laser Cladding Using Different Powder Feed Rate. Adv. Mater. Res.
2015, 1095, 631–635. [CrossRef]

17. Yu, T.; Yang, L.; Zhao, Y.; Sun, J.; Li, B. Experimental Research and Multi-Response Multi-Parameter Optimization of Laser
Cladding Fe313. Opt. Laser Technol. 2018, 108, 321–332. [CrossRef]

18. Kalpakjian, S.; Schmid, S.R. Manufacturing Engineering and Technology, 7th ed.; Pearson Education Limited: Essex, UK, 2014; ISBN
9789810694067.

19. Huang, H.; Han, G.; Qian, Z.; Liu, Z. Characterizing the Magnetic Memory Signals on the Surface of Plasma Transferred Arc
Cladding Coating under Fatigue Loads. J. Magn. Magn. Mater. 2017, 443, 281–286. [CrossRef]

20. Wilden, J.; Bergmann, J.P.; Frank, H. Plasma Transferred Arc Welding—Modeling and Experimental Optimization. J. Therm. Spray
Technol. 2006, 15, 779–784. [CrossRef]

21. Fu, Y.; Pan, Z.; Li, L.; Wang, H.; Zhao, L.; Liu, C. Fe-Co-Based Crystalline Soft Magnetic Coatings with Ultra-High Saturation
Magnetization above 1.9T via Co-Axial Powder Feeding Plasma-Transferred Arc Welding. J. Mater. Sci. Mater. Electron. 2023, 34,
468. [CrossRef]

22. Fu, Y.; Li, L.; Guo, X.; Li, M.; Pan, Z.; Wang, H. Fe-Co-Based Coating with High Hardness and High Saturation Magnetization
Deposited by Co-Axial Powder Feeding Plasma Transferred Arc Welding. Mater. Lett. 2022, 315, 131928. [CrossRef]

23. Available online: https://www.efunda.com/mateials (accessed on 2 March 2023).
24. Farias, F.W.C.; da Cruz Payão Filho, J.; da Silva Júnior, D.A.; de Moura, R.N.; Rios, M.C.G. Microstructural Characterization of

Ni-Based Superalloy 625 Clad Welded on a 9% Ni Steel Pipe by Plasma Powder Transferred Arc. Surf. Coat. Technol. 2019, 374,
1024–1037. [CrossRef]

25. Bharath, R.R.; Ramanathan, R.; Sundararajan, B.; Srinivasan, P.B. Optimization of Process Parameters for Deposition of Stellite on
X45CrSi93 Steel by Plasma Transferred Arc Technique. Mater. Des. 2008, 29, 1725–1731. [CrossRef]

26. Wang, D.; Ma, L.; Li, L.; Xu, X.L.; Guo, Y.B.; Zhao, S.Q. Characterization of Polycrystalline Fe2B Compound with High Saturation
Magnetization. J. Supercond. Nov. Magn. 2018, 31, 431–435. [CrossRef]

27. Tianshun, D.; Xiaodong, Z.; Yalong, L.; Guolu, L.; Xiukai, Z.; Haidou, W. Microstructure and Wear Resistance of FeCrBSi
Plasma-Sprayed Coating Remelted by Gas Tungsten Arc Welding Process. J. Mater. Eng. Perform. 2018, 27, 4069–4076. [CrossRef]

28. Bermingham, M.J.; StJohn, D.H.; Krynen, J.; Tedman-Jones, S.; Dargusch, M.S. Promoting the Columnar to Equiaxed Transition
and Grain Refinement of Titanium Alloys during Additive Manufacturing. Acta Mater. 2019, 168, 261–274. [CrossRef]

29. Wang, W.L.; Liu, W.Q.; Yang, X.; Xu, R.R.; Dai, Q.Y. Multi-Scale Simulation of Columnar-to-Equiaxed Transition during Laser
Selective Melting of Rare Earth Magnesium Alloy. J. Mater. Sci. Technol. 2022, 119, 11–24. [CrossRef]

30. Kou, S. Welding Metallurgy, 2nd ed.; John Wiley & Sons, Inc.: Hoboken, NJ, USA, 2003; ISBN 0471434914.
31. Gutierrez, A.; Lippold, J.C.; Lin, W. Nondendritic Equiaxed Zone Formation in Aluminum-Lithium Welds. Mater. Sci. Forum

1996, 217–222, 1691–1696. [CrossRef]
32. Shakil, M.; Ahmad, M.; Tariq, N.H.; Hasan, B.A.; Akhter, J.I.; Ahmed, E.; Mehmood, M.; Choudhry, M.A.; Iqbal, M. Microstructure

and Hardness Studies of Electron Beam Welded Inconel 625 and Stainless Steel 304L. Vacuum 2014, 110, 121–126. [CrossRef]
33. Basak, A.; Das, S. Epitaxy and Microstructure Evolution in Metal Additive Manufacturing. Annu. Rev. Mater. Res. 2016, 46,

125–149. [CrossRef]
34. Gäumann, M.; Henry, S.; Cléton, F.; Wagnière, J.D.; Kurz, W. Epitaxial Laser Metal Forming: Analysis of Microstructure Formation.

Mater. Sci. Eng. A 1999, 271, 232–241. [CrossRef]
35. Wang, T.; Zhu, Y.Y.; Zhang, S.Q.; Tang, H.B.; Wang, H.M. Grain Morphology Evolution Behavior of Titanium Alloy Components

during Laser Melting Deposition Additive Manufacturing. J. Alloys Compd. 2015, 632, 505–513. [CrossRef]
36. Wang, Q.; Chen, F.Q.; Zhang, L.; Li, J.D.; Zhang, J.W. Microstructure Evolution and High Temperature Corrosion Behavior of

FeCrBSi Coatings Prepared by Laser Cladding. Ceram. Int. 2020, 46, 17233–17242. [CrossRef]
37. Lu, J.Z.; Cao, J.; Lu, H.F.; Zhang, L.Y.; Luo, K.Y. Wear Properties and Microstructural Analyses of Fe-Based Coatings with Various

WC Contents on H13 Die Steel by Laser Cladding. Surf. Coat. Technol. 2019, 369, 228–237. [CrossRef]
38. Luo, K.Y.; Xu, X.; Zhao, Z.; Zhao, S.S.; Cheng, Z.G.; Lu, J.Z. Microstructural Evolution and Characteristics of Bonding Zone in

Multilayer Laser Cladding of Fe-Based Coating. J. Mater. Process. Technol. 2019, 263, 50–58. [CrossRef]
39. Gao, W.; Zhang, Z.; Zhao, S.; Wang, Y.; Chen, H.; Lin, X. Effect of a Small Addition of Ti on the Fe-Based Coating by Laser

Cladding. Surf. Coat. Technol. 2016, 291, 423–429. [CrossRef]

http://doi.org/10.1016/j.jallcom.2017.06.192
http://doi.org/10.1038/s41586-022-04935-3
http://www.ncbi.nlm.nih.gov/pubmed/35948715
http://doi.org/10.1016/j.surfcoat.2016.08.068
http://doi.org/10.1016/j.optlastec.2016.11.011
http://doi.org/10.4028/www.scientific.net/AMR.1095.631
http://doi.org/10.1016/j.optlastec.2018.06.030
http://doi.org/10.1016/j.jmmm.2017.07.067
http://doi.org/10.1361/105996306X146767
http://doi.org/10.1007/s10854-023-09831-8
http://doi.org/10.1016/j.matlet.2022.131928
https://www.efunda.com/mateials
http://doi.org/10.1016/j.surfcoat.2019.06.084
http://doi.org/10.1016/j.matdes.2008.03.020
http://doi.org/10.1007/s10948-017-4233-z
http://doi.org/10.1007/s11665-018-3475-7
http://doi.org/10.1016/j.actamat.2019.02.020
http://doi.org/10.1016/j.jmst.2021.12.029
http://doi.org/10.4028/www.scientific.net/MSF.217-222.1691
http://doi.org/10.1016/j.vacuum.2014.08.016
http://doi.org/10.1146/annurev-matsci-070115-031728
http://doi.org/10.1016/S0921-5093(99)00202-6
http://doi.org/10.1016/j.jallcom.2015.01.256
http://doi.org/10.1016/j.ceramint.2020.04.010
http://doi.org/10.1016/j.surfcoat.2019.04.063
http://doi.org/10.1016/j.jmatprotec.2018.08.005
http://doi.org/10.1016/j.surfcoat.2016.03.015


Magnetochemistry 2023, 9, 93 18 of 18

40. Kumar, A.; Roy, S. Effect of Three-Dimensional Melt Pool Convection on Process Characteristics during Laser Cladding. Comput.
Mater. Sci. 2009, 46, 495–506. [CrossRef]

41. Okamoto, H. Phase Diagrams for Binary Alloys, 2nd ed.; ASM International: Materials Park, OH, USA, 2010; ISBN 9781615030460.
42. Nakaidze, S.; Garibashvili, V.; Antadze, M.; Tsagareishvili, O. Neutron-Absorption Deformable Boron-Rich Ferrous Alloys. J.

Solid State Chem. 2004, 177, 592–595. [CrossRef]
43. Ge, C.L.; Ye, R.C. Research on Self-Propagating Eutectic Boriding. J. Mater. Process. Technol. 2002, 124, 14–18. [CrossRef]
44. Eroglu, M. Boride Coatings on Steel Using Shielded Metal Arc Welding Electrode: Microstructure and Hardness. Surf. Coat.

Technol. 2009, 203, 2229–2235. [CrossRef]
45. Yu, R.H.; Basu, S.; Ren, L.; Zhang, Y.; Parvizi-Majidi, A.; Unruh, K.M.; Xiao, J.Q. High Temperature Soft Magnetic Materials: FeCo

Alloys and Composites. IEEE Trans. Magn. 2000, 36, 3388–3393. [CrossRef]
46. Podurets, K.M.; Shilstein, S.S. Measurement of the Domain Wall Thickness in Silicon Iron Using the Adiabatic Spin-Flip Effect on

Neutron Refraction. Phys. B Condens. Matter 2001, 297, 263–267. [CrossRef]
47. Li, L.; Li, W.; Zhang, B.; Wang, B.; Zang, X. In-Situ Observation of Growth Characteristics of M7C3 Carbides in Hypoeutectic

Fe-Cr-C Alloys. Mater. Charact. 2022, 191, 112143. [CrossRef]
48. Yun, X.; Zhou, Y.F.; Zhao, B.; Xing, X.L.; Yang, J.; Yang, Y.L.; Yang, Q.X. Influence of Nano-Y2O3 on Wear Resistance of

Hypereutectic Fe-Cr-C Hardfacing Coating. Tribol. Lett. 2015, 58, 23. [CrossRef]
49. Deantonio, D.A. Soft magnetic ferritic stainless steels. Adv. Mater. Processes. 2003, 161, 29–32.
50. Aldred, A.T. Ferromagnetism in Iron-Chromium Alloys. I. Bulk Magnetization Measurements. Phys. Rev. B 1976, 14, 219–227.

[CrossRef]

Disclaimer/Publisher’s Note: The statements, opinions and data contained in all publications are solely those of the individual
author(s) and contributor(s) and not of MDPI and/or the editor(s). MDPI and/or the editor(s) disclaim responsibility for any injury to
people or property resulting from any ideas, methods, instructions or products referred to in the content.

http://doi.org/10.1016/j.commatsci.2009.04.002
http://doi.org/10.1016/j.jssc.2003.07.007
http://doi.org/10.1016/S0924-0136(01)01027-5
http://doi.org/10.1016/j.surfcoat.2009.02.010
http://doi.org/10.1109/20.908809
http://doi.org/10.1016/S0921-4526(00)00850-4
http://doi.org/10.1016/j.matchar.2022.112143
http://doi.org/10.1007/s11249-015-0475-8
http://doi.org/10.1103/PhysRevB.14.219

	Introduction 
	Experiment 
	PTA Welding Materials and Process 
	Microstructure and Properties’ Characterization 

	Discussion 
	Microstructure 
	Hardness 
	Magnetic Properties 

	Conclusions 
	References

