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Abstract: Residual stresses are a major problem in SLM forming of large-sized parts of high-
performance materials. The purpose of this study is to investigate the effects of scanning strat-
egy, preheating temperature, and heat treatment on residual stresses in SLM formed high-strength
steels. An experimental method was used to investigate the residual stresses in SLM forming of
high-strength steels. The peak and distribution of residual stresses can be changed by optimizing the
scanning strategy. The most suitable scanning method is the strip rotation scanning strategy. The
optimum substrate preheating temperature is 200 ◦C, and the residual stress of SLM forming can be
significantly reduced by 62.5%. The annealing temperature has a clear effect on the residual stress
release, and also has an impact on the microstructure and mechanical properties. After annealing
treatment at 550 ◦C for 3 h, the residual stresses can be effectively released, while the uniformity of
microstructure and mechanical properties is improved. Finally, the control strategy of residual stress,
microstructure and mechanical properties of 24CrNiMo high-strength steel was obtained.

Keywords: selective laser melting; residual stress; 24CrNiMo alloy steel; scanning strategy; preheating;
stress relieving

1. Introduction

High-strength steel is widely used in automobile, rail transportation, and shipbuilding
manufacturing due to its excellent toughness, wear resistance, and processability [1,2].
24CrNiMo alloy steel as a low-alloy high-strength steel is widely used in the manufacture
of brake discs for high-speed trains [3]. To meet the heat dissipation requirements, brake
discs have complex internal cooling channels. The traditional manufacturing method of
brake discs mainly uses casting technology, which limits the design of the internal structure
of brake discs [4]. The selective laser melting (SLM) technology can realize the direct
manufacturing of complex structures, which provides a new method for the manufacturing
of brake discs [5,6].

SLM has been widely used in titanium alloys, aluminum alloys, nickel-based alloys,
and high-strength steel [7–11]. High-strength steel materials are susceptible to cold cracking
and hot cracking during laser processing due to the addition of more alloying elements [12].
During the SLM forming process, the material undergoes rapid heating and cooling to
form thermal stresses. As the printing size increases, the stresses accumulate, and the
large residual stresses can cause deformation or even cracking of the structure. Moreover,
residual stress has great influence on fatigue behavior and life [13,14]. Therefore, the control
of residual stresses in additive manufacturing is particularly important.

Many studies have revealed the formation mechanism of SLM residual stress. Wang et al. [15]
studied the formation mechanism, evolution, and distribution of stress in SLM multi-layer and
multi-channel forming process by combining finite element simulation and experimental testing.
The research results show that due to the uneven temperature distribution in the SLM forming
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process, the materials in the low temperature zone will restrain the expansion strain of the mate-
rials in the high temperature zone, and the yield strength of the materials at high temperature
will decrease. In addition, the plastic deformation of the materials in the high temperature zone
cannot be recovered, which results in forming the residual stress. Rapid cooling rates and high
temperature gradients are the main causes of residual stress formation in SLM processing. Saad
et al. [16] developed an indirectly coupled 3D FEM model to investigate the influence of process
parameters on thermal and residual stress profile in SLM of 316L steel. The result indicated that
residual stress was increased with the increasing scanning speed as well as laser power, and
decreased with the increasing hatch spacing, which suggested that the cooling rate and transient
thermal history significantly affected residual stresses. Nassiraei et al. [17,18] used the finite
element simulation method to study the stress concentration formed in the process of tubular
welding, and proposed a stress concentration control method.

In addition, the substrate and the supporting structure of the formed part have a
greater influence on the stress and deformation of the formed part. Roberts [19] compar-
atively studied the influence of substrate thickness and material on SLM forming stress
and deformation by numerical simulation. The results show that with the increase in
substrate thickness from 0.3 to 1 mm, the maximum deformation decreases by 85.7%,
and the transverse and longitudinal residual tensile stresses increase by 47.5% and 8.7%,
respectively. The deformation of titanium alloy substrate is 54% larger than the steel
substrate. Zeng et al. [20] analyzed the influence of support structures of different sizes on
heat conduction through numerical simulation and found that the shape and size of the
support structure will affect the local heat conduction behavior and deformation.

Some work has been carried out to control residual stress. Gyung [21] found that
preheating the substrate could improve the cooling rate during the SLM forming process
of CoCrMo alloy, which inhibited the transformation from FCC α-Co phase to martensitic
ε-Co phase, resulting in reduced residual stress and improved mechanical properties.
Jiang [22] designed a supporting structure for forming SLM components with different
structural characteristics to reduce the residual stress in the overhanging structure of
the components. The result showed that the forming effect is relatively good when the
contact area of single supporting tooth structure and component overhanging structure
is 0.25 mm2 and the X/Y interval of main supporting structure is 2.5 mm. Furthermore,
the block supporting structure is more suitable for the overhanging structure which has
small areas and less height, and the contour support is more suitable for the overhanging
structure with larger area.

The process parameters, such as laser power, scanning speed, and scanning strategy
are also closely related to the stress distribution. Optimizing these process parameters is an
effective method to control residual stress. Mugwagwa et al. [23] studied the influence of
laser power, scanning speed, and powder layer thickness on residual stress related deforma-
tion in the SLM forming process using a cantilever structure. The research shows that the
deformation increases with the increase in scanning speed and the decrease in powder layer
thickness. The deformation decreases with the increase in laser power at lower scanning
speed and increases with the increase in laser power at higher scanning speed. Relative
study reported that the scanning strategy has clear influences on the thermal gradient,
finally the deformation of the part [24]. Cheng et al. [25] studied the influence of residual
stress and deformation of various scanning strategies based on numerical simulation. The
results show that the stress difference between X and Y directions obtained using the single
direction scanning strategy is large, and more uniform stress distribution can be obtained
using the interlaminar rotation scanning strategy. In addition, the maximum residual stress
is obtained by outward and inward scanning, while the minimum residual stress and
deformation are obtained by the 45◦ interlaminar rotation scanning strategy. However, the
model is mainly aimed at the simulation of small-scale models, and the influence law of
stress and deformation of large-scale structures still needs to be further verified. Sheng [26]
found that the “two-zone technique” scan strategy decreases the equivalent residual stress
by 10.6% compared to the successive scan strategy. With a shortening scan length, the
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residual stress first increases slightly, then decreases dramatically and attains the minimum
when it is a quarter. Furthermore, for the multi-laser SLM process, carefully planning
the scanning sequence and the sweeping direction to decrease the heat concentration is
beneficial in controlling the residual stress.

In summary, the study of stress control for SLM forming of high-strength steel is
still not comprehensive. The present study aims to investigate the effects of scanning
strategy, preheating temperature, and heat treatment on the residual stress of SLM formed
high-strength steel. The residual stresses in the printed state were tested by experimental
methods. First, the effects of different scanning strategies and preheating temperatures
on the residual stresses were comparatively investigated. Second, the effects of different
annealing temperatures on the residual stress elimination and on the microstructure and
mechanical properties were comparatively investigated. Finally, the residual stress and
property control strategies for SLM formed high-strength steel are obtained.

2. Experimental Procedure
2.1. Materials

The experimental material was 24CrNiMo steel powder with a particle size of 15
to 53 µm, which was prepared by vacuum induction melting gas atomization, and the
chemical composition and content were listed in Table 1. The shape and particle size
distribution are shown in Figure 1. The powder was dried in a vacuum oven at 100 ◦C for
2 h before the SLM process. Furthermore, Q235 steel with thickness of 12 mm was used as
the substrate material.

Table 1. Element composition and content of 24CrNiMo steel powder (wt.%).

Element C Cr Ni Mo Mn Si S Fe

Content 0.23 1.15 1.84 0.48 0.78 0.19 <0.003 Bal.
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Figure 1. (a) The SEM image and (b) particle size distribution of 24CrNiMo steel powder.

2.2. The SLM Machining

The SLM 24CrNiMo steel process was carried out with EP-M250 SLM machine (E-plus-
3D, Beijing, China), which includes a 500 W continuous fiber laser with a beam diameter of
70 µm. The chamber protective atmosphere is argon, and the oxygen content is reduced to
200 ppm before printing.

In this work, high density forming components are obtained by optimizing process
parameters (laser power, scanning speed, scanning spacing, powder layer thickness, and
scanning strategy), and the scanning strategy will be discussed later. The main forming
process parameters are shown in Table 2.
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Table 2. SLM forming process parameters.

Laser Power
P (W)

Scanning Speed
v (mm/s)

Scanning Spacing
h (mm)

Powder Layer
Thickness t (mm)

280 550 0.11 0.05

2.3. Microstructural and Properties Analysis

The µ-X360n (Pulstec, Hamamatsu, Japan) residual stress measuring instrument was
employed to measure residual stress. To reduce the influence of rough surface, the elec-
trolytic polishing instrument was used to polish the test part before the measurement. The
sample with size of 50 × 50 × 10 mm was printed to evaluate the residual stress, and the
distribution of test points is shown in Figure 2b. The microstructure of SLM is mainly
martensite, and its lattice structure is BCC. Therefore, BCC module in u-360 equipment
is used for residual stress measurement. Single direction stress measurement can be com-
pleted by single angle secondary incidence. The residual stress in X/Y direction (σx, σy)
needs to be rotated 90◦ for testing. In addition, the positive value is tensile stress and
the negative value is compressive stress. The average residual stress is the mean value of
normal distribution statistics.

Coatings 2023, 13, x FOR PEER REVIEW 4 of 13 
 

 

In this work, high density forming components are obtained by optimizing process 
parameters (laser power, scanning speed, scanning spacing, powder layer thickness, and 
scanning strategy), and the scanning strategy will be discussed later. The main forming 
process parameters are shown in Table 2. 

Table 2. SLM forming process parameters. 

Laser Power 
𝑷 (W) 

Scanning Speed 
𝒗 (mm/s) 

Scanning Spacing 
𝒉 (mm) 

Powder Layer Thick-
ness 𝒕 (mm) 

280 550 0.11 0.05 

2.3. Microstructural and Properties Analysis 
The μ-X360n (Pulstec, Hamamatsu, Japan) residual stress measuring instrument was 

employed to measure residual stress. To reduce the influence of rough surface, the elec-
trolytic polishing instrument was used to polish the test part before the measurement. The 
sample with size of 50 × 50 × 10 mm was printed to evaluate the residual stress, and the 
distribution of test points is shown in Figure 2b. The microstructure of SLM is mainly 
martensite, and its lattice structure is BCC. Therefore, BCC module in u-360 equipment is 
used for residual stress measurement. Single direction stress measurement can be com-
pleted by single angle secondary incidence. The residual stress in X/Y direction (σx, σy) 
needs to be rotated 90° for testing. In addition, the positive value is tensile stress and the 
negative value is compressive stress. The average residual stress is the mean value of nor-
mal distribution statistics. 

 
Figure 2. SLM forming residual stress test. (a) SLM forming sample, (b) schematic of XRD test point. 

The forming tensile properties of 24CrNiMo steel SLM samples were tested on the 
MTS-810 testing machine. The sample size was carried out according to ASTM E8 stand-
ard. Strain rate of 0.001 was used for tensile tests. The specimens were cut from the middle 
of the formed specimen to analyze the microstructure, which were ground and mechani-
cally polished. The 4% HNO3 alcohol solution was used to corrode the cross section of the 
samples. The microstructure was observed with an optical microscopy. 

3. Results and Discussion 
3.1. The Effect of Scanning Strategy on Residual Stress in the SLM Process 

The influence of scanning strategy on residual stress was determined by forming the 
same blocks. There are six scanning strategies with the same condition of other process 
parameters, which are line scanning, 45° rotation scanning, 90° rotation scanning, 67° ro-
tation scanning, island scanning, and strip rotation scanning, as shown in Figure 3. 
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The forming tensile properties of 24CrNiMo steel SLM samples were tested on the
MTS-810 testing machine. The sample size was carried out according to ASTM E8 standard.
Strain rate of 0.001 was used for tensile tests. The specimens were cut from the middle of
the formed specimen to analyze the microstructure, which were ground and mechanically
polished. The 4% HNO3 alcohol solution was used to corrode the cross section of the
samples. The microstructure was observed with an optical microscopy.

3. Results and Discussion
3.1. The Effect of Scanning Strategy on Residual Stress in the SLM Process

The influence of scanning strategy on residual stress was determined by forming the
same blocks. There are six scanning strategies with the same condition of other process pa-
rameters, which are line scanning, 45◦ rotation scanning, 90◦ rotation scanning, 67◦ rotation
scanning, island scanning, and strip rotation scanning, as shown in Figure 3.

The results of residual stress distribution with different scanning strategies are dis-
played in Figure 4. As can be seen from Figure 4a,b, the residual stress in the X-Y direction
has directionality adopting in line scanning and accumulates along the scanning direction,
and the maximum peak stress can reach 1038 MPa. However, the stress perpendicular
to the scanning direction is small, and the average stress is about 450 MPa. The stress
distribution can be changed using different angles of interlayer rotation scanning strategy.
As shown in Figure 4c,d, the stress distribution in the X and Y directions can be more
uniform by 45◦ rotate scanning. Due to the direction of the temperature, gradient distribu-
tion was changed using the interlayer rotation scanning strategy to obtain a more uniform
temperature distribution, thus reducing the concentration distribution of stress. When the
interlayer 90◦ rotation scanning strategy was adopted, the stresses in the X and Y directions
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are relatively small, and the residual stress distribution is between 500 and 600 MPa, as
shown in Figure 4e,f. Moreover, the finite element simulation results of stress under differ-
ent scanning strategies show that the minimum residual stress can be obtained using the
45◦ rotation scanning strategy [25]. Furthermore, Figure 4g,h shows that the residual stress
obtained by 67◦ rotation scanning between layers is small, and the stress distribution in
both directions is relatively uniform, with an average stress of about 700 MPa. Uniform
rotation between layers could reduce the cumulative superposition of residual stress in the
scanning line direction, and uniform rotation scanning is more conducive to the uniform
distribution of residual stress in multi-layer forming. The residual stress distribution of the
island scanning strategy is between 700 and 950 MPa, as shown in Figure 4i,j, but there is
local stress concentration. The island scanning strategy could reduce the distribution of
residual stress to a certain extent, but splicing areas were present in the connection area of
each partition, which would form a certain stress accumulation after heat treatment by the
laser for many times. For the forming of large-sized components, the jump of laser took a
certain amount of time, and the overall forming time of island scanning would increase
and affect the forming efficiency. The residual stress distribution obtained by the strip
rotation scanning strategy is between 600 and 850 MPa. Since the laser scanning direction
is in the acute angle scanning range, the stress in the X direction is slightly larger than the
Y direction. Due to the small strip spacing (10 mm), the temperature gradient in the local
area can be controlled at a small level.
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Compared with the results of various scanning strategies, the residual stress with
the 67◦ rotary scanning strategy is the smallest. However, for SLM forming of large-sized
components, long linear scanning forming in the single-layer forming process will cause a
large temperature gradient between the first forming area and the later forming area, and
a large residual stress will be formed in the scanning direction. For the wind field mode
with unilateral blowing protection, the most suitable scanning line angle for controlling the
process stability shall be acute angle scanning. Therefore, there are certain restrictions on
the scanning strategies, such as 45◦, 67◦, and 90◦ of interlayer rotation. The most suitable
scanning strategy is the strip rotation scanning strategy.
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Figure 4. Residual stress distribution in SLM forming with different scanning strategies. (a) σx-line
scanning; (b) σy-line scanning; (c) σx-45◦ rotation scanning; (d) σy-45◦ rotation scanning; (e) σx-90◦

rotation scanning; (f) σy-90◦ rotation scanning; (g) σx-67◦ rotation scanning; (h) σy-67◦ rotation
scanning; (i) σx-island scanning; (j) σy-island scanning; (k) σx-strip rotation scanning; (l) σy-strip
rotation scanning.

3.2. The Effect of Preheating Temperature on Residual Stress in the SLM Process

The substrate was preheated to 100, 150, 200, and 250 ◦C to study the influence of
preheating temperature on stress distribution in SLM forming. The scanning strategy used
in this section is the strip rotation scanning strategy. To prevent excessive laser energy
input, under the optimized process parameters, the laser power decreases by 10 W with
preheating temperature increases by 50 ◦C. The residual stress distribution of SLM forming
block with different substrate preheating temperatures is displayed in Figure 5.
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When the preheating temperature is 100 ◦C, the average residual stress is 500 MPa.
Compared with the average residual stress of forming at room temperature (800 MPa),
the residual stress can be reduced by 37.5% via increasing the preheating temperature to
100 ◦C. The surface residual stress was further reduced by 46.3% when the preheating
temperature was increased to 150 ◦C. As the preheating temperature is 200 ◦C, the residual
stress reaches the minimum. The average residual stress is 300 MPa, which is significantly
reduced by 62.5%. As the preheating temperature increases to 250 ◦C, the residual stress
increases by 100 MPa compared with the temperature of 200 ◦C. When the preheating
temperature is 100 to 200 ◦C, with the increase in the preheating temperature, the decrease
in the cooling rate has a reverse effect on the stress formed by the thermal expansion of
SLM forming, resulting in the decrease in the residual stress value with the increase in the
preheating temperature.
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Figure 5. Residual stress distribution in SLM forming with different preheating temperatures.
(a) σx-preheating 100 ◦C; (b) σy-preheating 100 ◦C; (c) σx-preheating 150 ◦C; (d) σy-preheating
150 ◦C; (e) σx-preheating 200 ◦C; (f) σy-preheating 200 ◦C; (g) σx-preheating 250 ◦C; (h) σy-
preheating 250 ◦C.

It can be concluded that higher preheating temperature is not always favorable for
high-strength steel materials. With the increase in preheating temperature, the residual
stress may increase. The thermal cycle curve of preheating is shown in Figure 6. In the
SLM manufacturing process, the temperature of the monitoring point increases with the
preheating temperature, but the maximum temperature of the molten pool slightly changes
with the decrease in the laser power. As the preheating temperature increases, the cooling
stage of the temperature cycle curve slows down; namely, the cooling speed of the formed
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block decreases. The cooling rate of molten pool decreases from 2.32 × 105 ◦C/s (without
preheating) to 1.43 × 104 ◦C/s (preheating temperature 250 ◦C). More uniform cooling rate
can be obtained by preheating the substrate, and the stress growth caused by the rapid
cooling of the metal around the molten pool can be slowed down. The best stress control
can be obtained at a preheating temperature of 200 ◦C. However, higher temperatures place
higher demands on the equipment; therefore, a suitable preheating temperature should be
100–150 ◦C.
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3.3. The Effect of Stress Relief Heat Treatment on Residual Stress

In the process of SLM forming, the residual stress accumulation can be significantly
reduced by controlling the process parameters [23,27]. However, there are still large residual
stresses in the formed part. Stress relief heat treatment is considered to be an effective way
to control residual stress [28]. Since the stress relief treatment temperature can have an
effect on the microstructure of high-performance steel [8], it is necessary to optimize the
appropriate heat treatment to control the residual stress and properties. The austenitizing
temperature of 24CrNiMo steel is about 730 ◦C. In this section, the SLM formed blocks
were subjected to heat treatment at different temperatures (HT: 450/500/550/600 ◦C + 3 h),
and the residual stress was tested again after heat treatment.

The distribution of residual stress with different annealing temperatures is displayed
in Figure 7. The results show that the residual stress decreases with different treatment
temperatures. When the stress relieving temperature was 450 ◦C, the average residual stress
was reduced from 500 to 400 MPa. As the stress relief annealing temperature increased, the
residual stress decreased gradually. When the stress relief annealing temperature increased
to 550 ◦C, the residual stress decreased from 500 MPa in the initial printed state to 230 MPa.
As the annealing temperature increased to 600 ◦C, the residual stress no longer decreased
and tended to be stable.

At high temperature, the material absorbs energy and reaches the thermal activa-
tion energy state of stress relaxation, which makes the distorted atoms in the material
return to the equilibrium state, thus releasing the stress [29]. In addition, annealing tem-
perature at 500–550 ◦C could reduce or eliminate the metal distortion energy formed by
non-equilibrium solidification. The further increase in annealing temperature, since most
of the stress has been relaxed, the stress release effect becomes weaker.
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The experimental results indicated that with the increase in stress relieving tempera-
ture, the residual stress can be eliminated to a certain extent, but the microstructure and
properties of the material will also be greatly affected. Figure 8 shows the microstructure of
24CrNiMo steel obtained by different stress relief annealing treatments. In the process of
SLM forming 24CrNiMo steel, the microstructure is mainly martensite and a small amount
of retained austenite is due to the rapid cooling rate of the molten pool. In addition, the
Marangoni convection caused by the temperature difference during the solidification of the
melt pool can cause the liquid metal to move violently, resulting in the uneven structure
distribution characteristics at the edge of the molten pool, as shown in Figure 8a. At the
same time, due to the large temperature gradient of the molten pool, the solidification struc-
ture has the orientation, which leads to the microstructure in the micro-region showing the
characteristics of non-equilibrium solidification of cellular crystals and columnar crystals.
Due to the influence of laser remelting heating, the heat affected zone is mainly tempered
martensite. According to the literature [30], the XRD results show that the SLM deposited,
quenched, and tempered phases are mainly α-Fe. Figure 8b shows the microstructure
after annealing treatment at 500 ◦C. After annealing treatment, the microstructure still has
certain non-equilibrium solidification characteristics, including cementite precipitation
in the non-equilibrium solidification microstructure and formation of carbide aggregates.
When the annealing temperature is 550 ◦C, the segregation formed by non-equilibrium
solidification gradually weakened, and the microstructure formed is mainly tempered sor-
bite (mixture of granular cementite and ferrite). At the same time, the uniform dispersion
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distribution of cementite has the effect of solution strengthening. When the annealing
temperature increases to 600 ◦C, the microstructure is mainly tempered sorbite, with a large
number of cementite aggregates.
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The effect of stress relief annealing treatment on the mechanical properties of 24CrN-
iMo steel was also investigated, which is shown in Figure 9. As the annealing temperature
increases to 500 ◦C, the strength and elongation decrease. Due to the secondary hardening
phenomenon at 500 ◦C and the precipitation of cementite in the non-equilibrium solidifi-
cation microstructure, the toughness is significantly reduced. With the further increase in
annealing temperature, the microstructure of SLM is transformed into tempered sorbite,
which improves the strength and toughness. After annealing treatment at 550 ◦C for 3 h, the
yield strength reaches 1214 MPa, the tensile strength reaches 1485 MPa, and the elongation
after fracture is 12.5%. When the annealing temperature reaches 600 ◦C, the strength and
elongation decrease greatly, which is due to the decomposition of martensite and residual
austenite at this temperature, and the solution carbon in α-Fe tends to be stable, resulting
in the reduction in solution strengthening. The precipitation and aggregation of cementite
lead to the decrease in dispersion strengthening effect, eventually causing a significant
reduction in strength and toughness. Therefore, the stress relief annealing temperature for
SLM forming of 24CrNiMo steel is 550 ◦C. In addition, the time of annealing treatment
would be selected according to the size and structural characteristics. In this study, the
stress relief annealing time was 3 h. For large-sized structural components, the stress relief
annealing time can be appropriately prolonged.
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4. Conclusions

In this work, the stress control strategy for SLM forming of 24CrNiMo high-strength
steel was obtained by experimentally investigating the scanning strategy, preheating tem-
perature, and stress relief annealing treatment. Some of the prominent conclusions that can
be drawn from this study are as follows:

(1) The optimized scanning strategy mainly changes the peak and distribution of
residual stresses. A uniform stress distribution can be obtained using the strip rotation
scanning strategy.

(2) The residual stress gradually decreases with the increasing substrate preheating
temperature, and increases when the preheating temperature is 250 ◦C. At a preheating
temperature of 200 ◦C, a significant reduction of 62.5% in residual stresses is achieved.

(3) As the stress relief annealing temperature increases, the residual stress gradually
decreases. Higher annealing temperatures can cause carbide precipitation and reduce the
mechanical properties of SLM part. The best stress relief annealing treatment is as follows:
Annealing temperature 550 ◦C + holding time 3 h.

(4) The appropriate residual stress, microstructure and mechanical properties control
strategies for SLM forming of 24CrNiMo high-strength steel are as follows: Strip rotation
scanning strategy, preheating temperature 100–150 ◦C, and annealing temperature 550 ◦C +
holding time 3 h.
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