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Abstract: At present, research on the influence of friction heat on the wear resistance of laser cladding
layers is still lacking, and there is even less research on the temperature of laser cladding layers under
different loads by a finite element program generator (FEPG). After a symmetrical laser cladding
path, the wear performance of the moving jaw will change. The study of the temperature change of
the moving jaw material in friction provides a theoretical basis for the surface modification of the
moving jaw. The model of the column ring is built in a finite element program generator (FEPG).
When the inner part of the column is WDB620 (material inside the cylinder) and the outer part is
ceramic powder (moving jaw surface material), the relationship between the temperature and time
of the contact surface is analyzed under the load between 100 and 600 N. At the same time, the
stable temperature, wear amount, effective hardening layer thickness, strain thickness, and iron
oxide content corresponding to different loads in a finite element program generator (FEPG) were
analyzed. The results showed that when the load is 300 N, the temperature error between the finite
element program generator (FEPG) and the movable jaw material is the largest, and the relative error
is 4.3%. When the load increases, the stable temperature of the moving jaw plate increases after
the symmetrical laser cladding path, and the wear amount first decreases and then increases. The
minimum wear amount appears at a load of 400 N and a temperature of 340 ◦C; the strain thickness
of the sample material increases gradually, and the effective hardening layer thickness increases.
However, when the load reaches 400 N, the thickness of the effective hardening layer changes little;
the content of Fe decreases gradually, and the content of FeO and Fe2O3 increases. The increase of
the moving jaw increases in turn the temperature of the laser cladding layer of the test jaw material,
which intensifies the oxidation reaction of the ceramic powder of the laser cladding layer.

Keywords: jaw crusher; symmetrical laser cladding path; FEPG; wear

1. Introduction

The mobile jaw plate of a jaw crusher is under severe impact in humid and high temperature
environments. In the world, there are approximately 200–300 thousand movable jaw plates damaged
by wear every year, and the consumption of steel is approximately 60–72 thousand tons [1]. Each year,
this directly causes a loss of more than one billion dollars [2]. Therefore, mining enterprises pay a
huge price for it. In order to strengthen its wear resistance, the surface of the moveable jaw plate is
usually treated by laser cladding and other methods [3]. Laser cladding technology is an advanced
surface modification technology, which involves many disciplines, such as metal materials, metallurgy,
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chemistry, and so on. It is found that the tensile strength and hardness of the coating are always higher
than that of the substrate, and the performance is better than that of the substrate [4–7], no matter how
the laser power is set in a certain range. However, the analysis of the effect of friction heat on the wear
resistance of laser cladding materials remains to be discussed. Therefore, the analysis of the wear
behavior and material structure of the moving jaw plate after the symmetrical laser cladding path
under the action of reciprocating impact and friction has a positive significance for the study of the
influence of temperature on the wear resistance of the moving jaw plate and the surface modification
of the moving jaw plate.

For the study of wear of the jaw crusher and other mining crushers after laser cladding, the
existing research methods are mainly theoretical calculation, test, and other methods [8–10]. Karan
et al. analyzed the main wear area of the acceleration plate of the vertical impact crusher, changed
the structural parameters and production parameters of the rotor, respectively, and explored the wear
characteristics of the acceleration plate [11]. Drzymała et al. analyzed the mechanical characteristics
and particle movement characteristics of the hammer head of the vertical shaft impact crusher through
theoretical calculation and determined that impact wear is the main form of hammer head wear [12].
Limanskiy et al. analyzed the movement of the jaw plate of the jaw crusher through experiments and
analyzed the wear on the jaw plate of the jaw crusher based on the microwear mechanism and failure
of the jaw plate surface, so as to learn the reason for jaw plate wear when materials are broken [13].
Amanov et al. analyzed the change trends of the grain area, and hardness and wear of the chain
wheel of the mine conveyor after treatment at different temperatures and times and finally obtained
the best treatment temperature and time [14]. Baek et al. analyzed the kinematic characteristics of
the materials in the cone crusher through theoretical calculation, solved the crushing process, and
obtained the compression ratio, particle size distribution coefficient, and crushing pressure in each
region of the crushing chamber [15]. Abuhasel et al. calculated and analyzed the wear of the impact
crusher plate hammer after different laser cladding processes and determined the spot diameter and
powder spreading speed of laser cladding in the early stage with the minimum wear amount [16].
Anticoi et al. conducted an experimental analysis on the temperature field of the friction stir welding
process on the roller surface of the roller crusher and found that the friction coefficient decreased
with the increase of the temperature, and the welding temperature increased with the increase of the
concave angle of the shoulder [17]. Pei et al. analyzed the influence of particle size on the liner wear of
the semi-autogenous mill via a theoretical calculation method. The results showed that the wear of
the lining plate is especially significant when the particle size increases, the wear of the lining plate
increases with the increase of particle size, and the kinetic energy obtained by large particle materials
is far greater than that of small particle materials [18].

The wear amount calculated by theory is quite different from the actual result, and most of
the conditions calculated by theory are ideal. In the physical prototype, the wear performance test
of the components of the crusher is carried out, and the analysis of the wear characteristics of the
components has great data disturbance, so it is difficult to extract the relevant data accurately and
collect the data. Therefore, in this study, a finite element model of the cylinder-ring was built in
the finite element program generator (FEPG). The temperature of laser cladding ceramic powder
(surface material of the movable jaw plate) obtained by FEPG under different loads was verified and
compared with the temperature obtained by the test. At the same time, the stable temperature, wear
amount, effective hardening layer thickness, strain thickness, and iron oxide content corresponding to
different loads were analyzed. The research results can be used to solve the problems of failure of the
jaw crusher caused by high friction temperature and low service life of the moving jaw plate under
complex working conditions. At the same time, they can provide a theoretical basis for analyzing the
wear performance of the moving jaw plate material after symmetrical laser cladding path and the
temperature change of the moving jaw plate in friction, which is of great significance to the surface
modification of the moving jaw plate.
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In addition, through the existing literature, it is found that in the cylinder disk test, along the
direction of sliding friction, plastic deformation occurs on the surface of cylinder coating, resulting in
different thicknesses of the work hardening layer [19–21]. However, analysis of the effect of friction
heat on the wear resistance of laser cladding materials is still lacking.

2. Materials and Methods

In this study, WDB620 (Figure 1) was selected as the material of the moving jaw plate, and then
the ceramic powder was laser-cladded on the surface of the moving jaw plate. The contents of various
chemical components of ceramic powder are shown in Table 1 [22–25].
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Table 1. Chemical composition.

Mn (%) Rb (%) C (%) P (%) V (%) B (%) Re (%) Fe (%)

2.2 1.3 22.5 0.3 1.2 1.7 3.8 26.4

The cylinder sample after cutting is installed on the friction electronic tester and closely contacts
with the ring. The material of the ring is 40Cr, the loads of the cylinder sample are 100, 200, 300, 400,
500, and 600 N, and the rotation speed of the ring is 2000 r/min. The test scheme was carried out
according to Table 2.

Table 2. Test plan.

Serial Number Load
X1/N

Time
X2/s

Speed
X3/s

1 100 550 2000
2 200 550 2000
3 300 550 2000
4 400 550 2000
5 500 550 2000
6 600 550 2000

Through the thermocouple temperature sensor used to collect the temperature of the cylinder
sample (Figure 2), the collected temperature of each point is counted.

The model of the cylinder-ring was built in UG (Figure 3). (UG is an interactive computer-aided
design and computer-aided manufacturing software, which has powerful functions and can realize the
construction of various complex entities and models. It is mainly used in the product development
fields of mechanical product modeling design, structural design, part assembly design, mold design,
numerical control programming, design analysis, etc.) The radius difference between the two concentric
circles is 230 mm [26–30], and it is added to the creator in FEPG in the form of x_t (Figure 4). The material
of the setting ring in FEPG is 40Cr, the inner part of the cylinder is WDB620 (movable jaw plate
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material), and the outer part is laser cladding ceramic powder. The specific physical parameter settings
of the cylinder-ring are shown in Table 3 [31–34].
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Figure 4. Cylinder-ring model in a finite element program generator (FEPG).

Table 3. Parameter setting in FEPG.

Material 40Cr WDB620 Ceramic Powder

Shear modulus (Pa) 2.06× 1012 2.26× 1011 4.16× 1011

Heat transfer coefficient (W/(m · k)) 35 60 72
Density (kg/m3) 7220 8230 7850
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3. Results and Discussion

3.1. FEPG and Test Results

The finite element study [35–37] was carried out under the loads of 100, 200, 300, 400, 500, and 600
N, respectively, and the rotating speed of the ring was 2000 r/min. The maximum surface temperature
and radial diffusion size of the ring under different loads were obtained (Figure 5).
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The maximum temperature and radial diffusion size in Figure 5 are analyzed. When the cylinder
loads are 100, 200, 300, 400, 500, and 600 N, the maximum corresponding temperature is 396.8 ◦C
and the radial diffusion size is 20.3 mm. With the increase of the load on the cylinder, the maximum
temperature and the radial diffusion size of the ring surface are increasing.

When the cylinder loads are 100, 200, 300, 400, 500, and 600 N, the temperature change rule of the
cylinder-ring contact surface is studied (Figure 6).
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The temperature of the contact surface in Figure 6 is analyzed. At the same time, the temperature
of the contact surface of the cylinder increases with the increase of the load on the cylinder. However,
the change trend of contact surface temperature under different loads is basically the same. After the
time reaches about 60 s, the temperature does not rise significantly. When the cylinder loads are 100,
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200, 300, 400, 500, and 600 N, the contact surface temperature is stable at 222, 251, 326, 341, 360, and
378 ◦C, respectively.

Through the test, the mean value of the temperature at the acquisition point under the sample
loads of 100, 200, 300, 400, 500, and 600 N is obtained. The test result data are processed by high-order
function regression through SPSS software (12.0, SPSS Inc., Chicago, IL, USA), and the regression
function of temperature relative to time and load is as follows:

L = 600.421− 3.252X1 − 8.002X2 + 1.763X1X2 − 0.287X1
2
− 0.891X2

2 (1)

The temperature of the contact surface under different time and load is shown in Figure 7.
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From Figure 7, when the load of the sample increases from 100 to 600 N, the temperature
corresponding to the fixed time increases. When the loads of the sample are 100, 200, 300, 400, 500, and
600 N, the temperature of test and FEPG changes with time (Figure 8).
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From Figure 8, when the sample loads are 100, 200, 300, 400, 500, and 600 N, the temperature
obtained by FEPG at the same time point is slightly higher than the test result. The reason for the
result is that there are many environmental effects, such as heat and air transfer loss, in the actual test.



Symmetry 2020, 12, 1126 7 of 11

However, when the loads of FEPG are 100, 200, 300, 400, 500, and 600 N, the trend of temperature
change is the same, and when the load is 400 N and the time is 80 s, the temperature error is the largest,
and the relative error is only 4.3%.

3.2. Effect of Temperature on the Performance of the Moving Jaw

According to the previous test and FEPG study, after a certain period of time (this study is about
65 s), the temperature of the moving jaw material sample tends to be stable, so the performance of the
stabilized moving jaw material is analyzed. The steady temperature and wear of the cylinder under
different loads are analyzed (Figure 9).
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Figure 9. Change trend of temperature and wear.

With the increase of load, the stable temperature rises gradually, and the wear amount rises after
an initial decrease. When the load is at 400 N and the temperature is around 340 ◦C, the value is the
smallest. This is because the laser cladding layer on the surface of the sample material (moving jaw
material) is partially melted under high heat, which reduces the wear. However, the temperature and
load continue to increase, which not only destroys the protective layer, but also causes part of the
remaining protective layer to bond and tear due to the rotation of the ring.

Through the electron microscope, the effective hardening layer thickness and strain thickness
of the moving jaw specimen under different loads were analyzed, and the results were compared
(Figure 10).
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Through the analysis of the effective hardening layer thickness and strain thickness under no
load, it is known that with the increase of load, the strain thickness of the sample material increases
gradually, and the effective hardening layer thickness increases significantly, but when the load reaches
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400 N, the effective hardening layer thickness changes little. The results show that when the load is
about 400 N, the wear resistance of the laser cladding material is relatively good.

The surface of the sample was analyzed by X-ray photoelectron spectroscopy (XPS), and the
content changes of Fe, O, Mn, C, V, and Re were counted (Figure 11).
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It can be seen from Figure 11 that there are mainly Fe, O, Mn, V, and other elements on the surface
of the wear mark of the material, and the mass fraction of Fe and O elements accounts for the largest
proportion. With the increase of the load, the mass fraction of Fe element increases from 26.08% to
58.42%, and the mass fraction of O element increases from 12.28% to 32.37%. With the increase of the
load on the sample, the content of Fe and O increases gradually. In the process of friction, the increase
of the load on the cylinder causes the temperature of the friction contact surface of the cylinder to rise,
and the constant formation of iron oxide, which leads to the oxidation and wear of the deposition layer
of the cylinder.

Analyzing the content of different types of iron oxide in the laser cladding layer of the moving
jaw plate, A represents Fe, B represents FeO, and C represents Fe2O3 (Figure 12).
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The contents of Fe, FeO, and Fe2O3 were studied. It was found that when the load was 100 N,
the oxide on the worn surface was mainly Fe, and then there is not only FeO, but also Fe2O3 when
the load is 200 and 300 N. With the increase of load from 400 to 600 N, the content of FeO and Fe2O3

on the worn surface of the coating continued to increase. In the above analysis, it can be found that
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with the increase of friction temperature, the high-temperature transformation process of wear on the
surface is Fe→ FeO→ Fe2O3. The main reason is that in the process of friction and wear, the micro
convex particles on the contact surface easily produce a flash point temperature (higher than 1500◦)
under the conditions of high load and high speed, and the changes of temperature and load affect the
change of oxide type [38–40]. The simulation experiment is in an ideal working environment where
there are no micro convex particles on the surface of the friction pair and there is no flash point high
temperature. In the experiment of temperature measurement, the temperature changes dynamically,
and the temperature of the contact surface is the highest. The thermocouple only measures the surface
temperature, so it cannot measure the flash point temperature. Thus, the main reason for the existence
of the iron oxide is that the heat generated by friction is accumulating in the contact surface, which
leads to the plastic deformation of the material surface caused by oxidation and softening, and the
appearance of the friction oxide layer. The results show that the increase of the sample load increases
the temperature of the laser cladding layer of the sample material (movable jaw plate material), which
intensifies the oxidation reaction of the ceramic powder of the laser cladding layer.

4. Conclusions

Based on the theory of tribology and heat transfer, focusing on the influence of temperature on the
properties of laser cladding ceramic powder (surface material of the movable jaw plate), the coupling
analysis of cylinder disc wear is completed using the finite element software FEPG, and a temperature
measurement test bench which is built on the wear test machine for test analysis and verification.
Finally, the wear amount, effective hardening layer thickness, and strain thickness of the moving jaw
after symmetrical laser cladding path are analyzed by FEPG. It is concluded that in the wear process of
the moving jaw material after the symmetrical laser cladding path, the maximum temperature of the
moving jaw material is related to its load.

It is found that when the load is 100, 200, 300, 400, 500, and 600 N and the time is about 65 s, the
contact surface temperature is stable at 222, 251, 326, 341, 360, and 378 ◦C, respectively. The results
show that the temperature of FEPG at the same time point is slightly higher than that of the test when
the loads of the sample are 100, 200, 300, 400, 500, and 600 N, but the trend of temperature change is
the same. When the load is 300 N, the temperature error between the test and FEPG is the largest, and
the relative error is only 4.3%. When the load increases, the stable temperature of the laser-cladded
moving jaw material increases, and the wear amount first decreases and then increases. The minimum
wear amount appears at the load of 400 N, and the temperature is about 320 ◦C. With the increase
of load, the thickness of strain increases gradually, and the thickness of the effective hardening layer
increases obviously, but when the load reaches 400 N, the thickness of the effective hardening layer
changes little. The increase of the sample load increases in turn the temperature of the laser cladding
layer of the sample material, which intensifies the oxidation reaction of the ceramic powder of the
laser cladding layer. The research results provide a new idea for the analysis of the wear behavior of
the moving jaw plate after laser cladding under the action of reciprocating impact and friction and
provide a theoretical basis for the analysis of the change of the wear resistance of the moving jaw plate
caused by the temperature and the surface modification of the moving jaw plate.
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