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Synopsis

High-strength gears for automotive engines and transmissions require high fatigue strength and pitting strength
performance in order to make high powered or compact products. To achieve this these gears are used after carburizing

treatment. In this paper, the microstructure after carburization and fatigue strength of a newly-developed high perfor-
mance carburizing steel are introduced.
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Amount of alloying element (mass%)

Speéimenl_ . 930 mm X90 mm

Nonmartensitic depth (gm)
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Table 1 Composition designing Fig.2  Relationship between amount of alloying element and

nonmartensitic microstructure of carburizing steels
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Table 2 Chemical composition (mass%)

SUMIALLdY CM201 |0.20]0.10 | 0.7
SUMIALLOY CM202 | 0.20 | 0.10
SUMIALLOY CM203 | 0.20 | 0.10
SUMIALLOY CM204 | 0.20 | 0.10
SUMIALLOY E202M | 0.20 | 0.25

Nb addition
Nb addition
Nb addition
Nb,B addition
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Table 3 Characteristics of developed steels
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P206 BEEMREE SHaEEERN

Fon * RATEIT

SUMIALLOY CM201

BE| BREOIIOMEHE

N E B 40 ym

SCM420

Photo 1 Optical microstructure of carburized case
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