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Abstract

There is a marked correlation between the composition, microstructure and properties in TiCN-

based cermets. In the case of using iron alloys as metallic matrix the carbon content is of particular 

significance, as not only influences the stoichiometry of ceramic phase but also induces phase 

transformations in the steel matrix. However, such influence has been less studied in steel matrix 

cermets than in conventional Ni or Co ones, so the aim of this work is to contribute to the study of 

the influence of carbon content on the microstructure and properties of a steel matrix cermet 

containing fixed quantities of alloying elements. Samples were prepared by powder metallurgy and 

characterized combining different techniques as Transmission Mössbauer spectroscopy (TMS), X 

Ray diffraction (XRD), field emission scanning electron microscopy (FE-SEM) and transmission 

electron microscopy (TEM), to explain differences found in hardness and toughness.

Keywords: TiCN, Fe Cermets, Transmission Mössbauer spectroscopy, X-ray diffraction, and 

transmission electron microscopy

1. Introduction

TiCN-based cermets are metal-ceramic composite materials in which the metallic matrix is mainly 

Ni and/or Co, although in the last years small amount of other metals as Al and Fe are used. 

Moreover, carbides of transition elements as WC, Mo2C, TaC, NbC… are added to the ceramic 

phase to adjust the properties to the requirements [1, 2]. Namely, a wide range of compositions 
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might be used in this type of composite materials and there is an intense relationship between their 

composition, microstructure and properties. 

The presence of transition elements allows the formation of a solid solution (Ti, M)(C, N) (M: W, 

Mo, Ta, Nb…) around the TiCN particles resulting in the typical core-rim microstructure of TiCN-

based cermets. The formation of this microstructure has been widely studied and it is accepted that 

the mechanism of formation implies the partial dissolution of TiCN particles during liquid phase 

sintering and subsequent reprecipitation enriched in transition elements during cooling [3, 4] and 

not a decomposition of TiCN [5] or diffusion of the transition elements to TiCN particles [6].

The presence of the solid solution (Ti, M)(C, N) (Rim) around TiCN particles (Core) allows: a) to 

improve the wettability between the metallic matrix and ceramic reinforcement during the liquid 

phase sintering; b) a better dispersion of the reinforcement particles and c) to avoid the coarsening 

of ceramic particles. Consequently, finer and more homogeneous microstructures are obtained 

which are reflected in an increase of hardness and toughness. However, the improvement of 

toughness only occurs when the rim has a thickness less than 0.5 μm because with a higher 

thickness the toughness decreases abruptly because tensions are created between the core and 

the rim which cause the initiation and crack propagation during service [7-9].

Another factor to take into account in the design of the composition of these cermets is the carbon 

content. Several studies analyzed the influence of carbon content on the microstructure and 

properties of TiCN-based cermets. The main conclusions that can be drawn from them are: 1) C 

favors the dissolution of heavy metals in the metallic matrix [10], and 2) C promotes the 

dissolution-precipitation mechanism of the TiCN particles during the sintering, namely, the 

formation of the solid solution (Ti, M)(C,N) [11, 12]. However these studies are focused in Co/Ni 

matrix cermets and few studies have been found in steel matrix cermets [13, 14]. These studies 

agree on the great influence of carbon content in the microstructure of the cermet, and hence the 

final properties.

The use of an iron alloy as metallic matrix provides some advantages in relation to the use of the 

conventional metallic matrix, Ni and Co, as lower price and toxicity and the ability to be hardened 

by heat treatment. In fact, due to its advantages iron is used as metallic matrix in TiC-based 

cermets [15]. Moreover, the iron alloy can be selected to contain the alloying elements required to 

design the microstructure, in a similar way than the addition of secondary carbides of transition 

elements in Co/Ni based cermets. In this the metallic matrix used is a high speed steel, M2 grade 

with Mo and W in its composition. The presence of these alloying elements not only increase the 

amount of hard phase in the cermet because they are carbides formers, but also improves the 

wetting behavior during the liquid phase sintering of the compound material [16].   

Although in general it is important to know the influence of C content in cermets, in the case of 

steel matrix cermets the C content has further significance. Besides the influence on the 

composition and distribution of TiCN particles, carbon is needed for the formation of carbides of 



alloying elements, and can also change the phases present in the steel matrix. All these 

characteristics lead to different properties of the material and it is important to understand the 

influences. In this work, a characterization study is shown to find out the influence of C content on 

the microstructure and properties of a steel matrix cermet containing W, Mo, V and Cr as alloying 

elements.

2. Experimental procedure

The investigated composite material consists of a steel metallic matrix and 50 vol.% of Ti(C0.5,N0.5) 

particles as a reinforcement phase. The composition of the steel is 6.2 wt.% W, 4.8 wt. Mo, 4.1 

wt.% Cr, 1.8 wt.% V and 0.85 wt.% C, which corresponds to the high-speed steel grade M2, used 

as prealloyed powder. To study the effect of the carbon content, different amounts of graphite were 

added to the matrix leading to materials with composition [M2 + X wt.% C] + TiCN 50 vol.%, where 

X is 0, 0.5 and 1. The density and particle size of the starting powders are given in Table 1. 

Table 1. Characteristics of raw materials.

The powders were blended for 4 hours in a Turbula® multidirectional mixer, and then processed by 

the conventional powder metallurgy route (CPS): uniaxial pressing at 700 MPa into rectangular 

bars (31 mm x 13 mm x 4 mm) and sintering in vacuum (10-4 mbar) at 1400 ºC for 60 minutes, the 

heating and cooling rates of the sintering cycle were 5 ⁰C/min. Hardness was measured in Vickers 

scale with 30 kg load (HV30) and the fracture toughness was measured by three point bending test 

of notched samples with dimensions 28 mm x 3.6 mm x 3.2 mm. The notch was performed with a 

femtopulsed laser beam, to ensure regular dimensions of the notch, especially the radius at the 

bottom. The density measurement was performed by He picnometer.

The carbon present in the sintered samples was measured by chemical analysis performed by 

LECO equipment. The microstructural characterization was performed by: X-Ray Diffraction (XRD) 

analysis in Philips X´Pert equipment, Scanning Electron Microscopy (SEM) in Philips XL-30 

equipment and Field Emission Scanning Electron Microscopy (FEG-SEM) in Nova NanoSEM230 

coupled with an electron Dispersive X-ray (EDX) EDAX SUTW Zafiro Si(Li). 

The steel matrix phases were characterized by room temperature Transmission Mössbauer 

spectroscopy (TMS) [17]. The spectra were obtained using a conventional constant acceleration 

spectrometer and using a 25 mCi source of 57Co in Rh matrix. The spectra were recorded in 512 

channels of a multichannel analyzer using a maximum velocity of 2.47 mm/s and 10.00 mm/s. 

Experimental spectra were fitted with Brand´s NORMOS program [18]. The isomer shift values (δ) 

are relative to room temperature Fe-α. All the samples have been fitted using four sub-spectra: 



three sextets and one singlet. Low velocity spectra were fitted using one doublet, one or two 

singlets and one or two sextets. 

With the purpose of studying the hard phase of the cermet and avoid the interactions of the 

metallic matrix, the hard phase was isolated by removing the metallic matrix. The samples were 

introduced during 4 hours in an acid solution (HNO3/HCl 1:3) which dissolved the steel matrix. The 

powder obtained after the dissolution was characterized by Transmission Electron Microscopy 

(TEM, Jeol Jem 2000FX).

3. Results

The microstructures of the steel matrix cermet, M2/Ti(C,N), with different C content are shown in 

Figure 1. The three materials show the same three phases on the microstructure: the steel matrix 

(grey), the TiCN particles (black) and a third bright phase corresponding with the carbides of the 

alloy elements from the high speed steel matrix. Although at first sight these microstructures are 

quite similar, there are some important differences: (1) the morphology and distribution of the 

carbides of the alloying elements is different in the cermet without C addition, as these carbides 

are placed in the steel matrix whereas in the cermet with 0.5 and 1.0 wt. % of C the carbides are 

placed surrounding the TiCN particles. (2), the microstructure of the cermets with C addition seems 

to be more homogeneous than the microstructure of the cermet without C addition which shows 

zones in the steel matrix free of reinforcement.  

It is not possible by SEM to distinguish other phases in the steel matrix or significant changes in 

the composition of carbides and carbonitrides. However, the properties measured, density, 

hardness and fracture toughness, present a clear relationship with the C content, as shown in 

Figure 2. It is shown that the hardness and toughness of the samples with 0.5 and 1.0 wt. % of C, 

which present full density, are much higher than hardness and toughness of the sample with no C 

addition which shows a relative density of 96.4 %. Then it makes necessary a deeper study of the 

material, for which a combination of techniques was used. 

Figure 1. SEM microstructures of the sintered cermet M2/Ti(C,N) with different C content: 0; 0.5 and 1.0 wt. 

%.

Figure 2. Hardness and fracture toughness of the sintered samples of M2/Ti(C,N) as a function of the C 

added to the steel matrix.

To study the phases formed in the M2/Ti(C,N) with different C content (0; 0.5 and 1.0 wt. % C), 

XRD analysis of the sintered samples were performed and the resultant XRD diffractograms are 

presented in Figure 3. In the three cases the peaks corresponding to the main phases can be 



observed: i) the peaks corresponding with TiCN reinforcement, ii) the peaks corresponding with the 

steel matrix, and iii) the peaks corresponding to the carbides of the alloying elements from the high 

speed steel matrix. The main differences found between the diffractograms are related to the steel 

phases: by increasing the carbon content the relative intensity of the main peak of ferrite 

decreases and a peak of austenite appears. These changes may be due to the steel phase 

changes with the carbon addition.

However it is not possible to extract more information from these analyses as this technique 

presents two limitations: i) the steel phases, martensite and ferrite, are difficult to distinguish due to 

their similar pattern diffraction; ii) the characterization of the carbides of the alloying elements from 

high speed steel is difficult due to the complexity of their composition and the lack of reference 

patterns for all the possible combinations. 

To characterize the steel phases present in the cermet with different C content and to characterize 

the carbides of the alloy elements complementary techniques to XRD have been used.  

Figure 3. XRD analysis of [M2 + x wt. %. C]/ Ti(C,N) (x = 0; 0.5; 1.0) sintered samples.

3.1 Characterization of the steel matrix

In order to characterize the steel phases present in the cermet M2/Ti(C,N) with different C content 

(0; 0.5 and 1.0 wt. %) Mössbauer spectroscopy was used to analyze the samples. The three 

spectra obtained after Transmission Mössbauer Spectroscopy (TMS) analyses are shown in Figure 

4 where the growth of a paramagnetic phase (central peak) upon the C addition is clearly seen. 

This paramagnetic phase is fitted with one singlet with an isomer shift value (δ) of ~ -0.1 mm/s 

characteristic of an austenitic phase [19]. The remaining ferromagnetic phase can be fitted with 

three sextets with hyperfine magnetic field values (B) close to 33.5, 31.0 and 28.0 T and isomer 

shift values of -0.01, -0.02 and -0.05 mm/s, respectively. These values are typical of 

ferrite/martensite subspectra [20]. In Table 2 is shown a complete report of the hyperfine 

parameters for all the samples. 

Figure 4. Transmission Mössbauer Spectroscopy (TMS) spectra for the cermet (M2/Ti(C,N) with different C 

content 0; 0.5 and 1.0 wt. %)

Table 2. Mössbauer hyperfine parameters and sub-spectral areas for the cermet M2/Ti(C,N) with different C 

content (0; 0.5; 1.0 wt. %): isomer shift values (δ), quadrupole splitting (Δ), Full width at half maximum 

(FWHM) of the peaks (Γ), hyperfine magnetic field (B) and relative area of each sub-spectra. (Statistical 

errors are given in parentheses. No error means that the parameter was fixed in the fitting)



From Figure 4 it is also clear that the contribution of the ferromagnetic phase decreases with the C 

content up to the addition of 0.5 wt. %, when the amount of each phase remains almost constant. 

This can be seen clearly in Figure 5 where the atomic percentage of each phase as determined 

from the area of each Mössbauer spectra is represented. Although the total amount of 

ferromagnetic and paramagnetic phases remains constant for C contents higher than 0.5 wt. %, 

the contributions of the three sextets of the ferromagnetic phase keep varying as it can be 

observed in Figure 5.

The paramagnetic subspectra are related to a face centered cubic (FCC) crystal structure; in this 

case, austenite (Fe-γ), while the ferromagnetic sub-spectra corresponds with a body centered 

cubic (BCC) crystal structure. In this later case, the spectra can be related either to ferrite (Fe-α) or 

martensite but the Mössbauer parameters for each of these phases are the same, making it 

impossible to distinguish between them when there are other elements that can be introduced in 

the structure as interstitial or substitutional. The reason is twofold: on the one hand, the effect of 

non-magnetic substitutional atoms in the structure of ferrite is to induce a reduction in B seen by 

the Fe atom resulting in B values around 33, 31 and 29 T for 8, 7 and 6 nearest neighbours, 

respectively. On the other hand, martensite has some interstitial C atoms that results in three main 

environs as seen by the Fe atom in a non-substituted martensite: Fe atoms with no C atoms 

neighbours with a B of 33 T, Fe atoms with co-planar C neighbour with a B of 30.5 T and Fe atoms 

closest to a C neighbour with a B of 27.5 T [21]. Being the isomer shift and quadrupole splitting 

values identical in both structures is very difficult to distinguish ferrite from martensite using only 

Mössbauer spectrometry. Moreover, although theoretically being able to distinguish subspectra 

with so close values of B like 31 and 30.5 T or 29 and 27.5 T, it will be impossible to distinguish 

between non-substituted ferrite and martensite with no C neighbours. However, with this in mind 

and assuming that the addition of C does not change the amount of substitutional atoms in the 

structure, some conclusions can be drawn from Figure 5. The clear effect of adding C is to favour 

the austenite phase (from nearly 2 at. % to 10 at. %), this implies that the interstitial C can be 

distributed in this phase instead of being in the ferrite/martensite phase. This is clearly seen in the 

increase of percentage of Fe atoms with a B of 33 T and the decrease of the Fe atoms with lower 

field values (Figure 5a). Figure 5a also shows that the ferromagnetic component with a B of 31 T 

remains almost constant for C amounts higher than 0.5 wt. %. Taking into account the above 

assumption, it can be said that the Fe environs in martensite with co-planar C neighbours are 

stable upon the C addition.

Figure 5. a) Atomic percentage of Fe in each sextet of the ferromagnetic phase as a function of C content. b) 

Atomic percentage of Fe in ferromagnetic and paramagnetic phases as a function of C content. 



More information on the C content on the austenite phase can be obtained by taking the 

Mössbauer spectra at a low source velocity in order to get a better accuracy in the central part of 

the spectra. Therefore, low velocity spectra of the samples with 0, 0.5 and 1 wt. % C addition were 

obtained and can be seen in Figure 6. The paramagnetic component can be fitted with three 

subspectra corresponding to: (i) Fe atoms without near-neighbor or next-near C atoms that results 

in a singlet, (ii) Fe atoms with only one near-neighbor C atom, yielding a doublet, and (iii) Fe atoms 

without near-neighbor C atoms but with n next-near neighbor atoms, resulting in another singlet 

[22]. In particular, the hyperfine parameters of Fe atoms in type (ii) environments are clearly 

distinguishable in the studied spectra and from the area of this subspectrum the atomic percentage 

of Fe atoms in this environment can be determined.

The ratio between Fe atoms in type (ii) environments and interstitial C atoms is 6:1 [23]. This 

allows us to determine the concentration of C atoms in the austenite phase as: cC=Aii/6 where Aii is 

the relative area of the doublet corresponding to Fe atoms in type (ii) environments. It should be 

noted that for the 0 wt. % C case, a second doublet had to be added in the fitting procedure in 

order to obtain good results. This second doublet has not been identified yet but it could be 

attributed to some residual Fe-Cr phase. In any case, this doublet does not affect the fitting of the 

austenitic doublet, thus allows us to calculate the C content in the austenite phase with accuracy. 

Table 3 shows the total atomic C concentration in the sintered samples as well as the atomic C 

concentration in austenite, computed as explained above. The difference between these two 

concentrations is the remaining C in the ferrite and martensite phases. As it is impossible to 

distinguish between ferrite with some substitutional C and martensite, we can only calculate the 

maximum C concentration in martensite, which would correspond to having only C-free ferrite. 

Accordingly, the maximum concentration of martensite is computed assuming that the Fe:C ratio in 

this phase is 14:1 (see also Table 3).

Figure 6. Transmission Mössbauer Spectroscopy (TMS) spectra at low velocity (±2.47 mm/s) for the cermet 

M2/Ti(C,N) with different C content (0; 0.5; 1.0 wt. %). 

Table 3. Atomic percentages of C in the different phases and the maximum amount of martensite.

3.2 Hard phase characterization

To characterize the hard phase of the composite material, that is, Ti(C,N) particles reinforcement 

and the carbides of the alloying elements from the steel matrix, FE-SEM and TEM have been 

used. The microstructures observed by FE-SEM are shown in Figure 7.  



Figure 7. FE-SEM microstructures of the sintered cermet M2/Ti(C,N) with 0; 0.5 and 1.0 wt. % C. EDS 

analysis of the black core and the brighter rim in Ti(C,N) reinforcement particles

Regarding to the Ti(C,N) particles it is observed that in the cermet with 0.5 and 1.0 wt. % C a 

brighter rim appears around Ti(C,N) particles resembling the typical core/rim structure of Ti(C,N)-

based cermets. The results of the EDS analysis of the black core and the brighter rim in Ti(C,N) 

reinforcement particles are also indicated in Figure 7. The analysis of the black core only shows 

the presence of Ti, C and N; while the analysis of the brighter rim also shows the presence of W 

and Mo, which could indicate the formation of the (Ti, W, Mo)(C,N) solid solution as occurs in 

cermets with conventional Ni and Co metallic matrixes [24]. 

Besides, differences in the morphology and situation of carbides of alloying elements from the steel 

are also observed in the microstructures shown in Figure 7. The microstructure of the cermet with 

no C addition shows only one type of carbide with a rounded morphology and a composition rich in 

W and Mo, whereas in cermets with 0.5 and 1.0 wt % C there are two types of carbides: Type I, 

with rounded morphology and a composition rich in Mo; and Type II, with a needle shape and a 

composition rich in V. 

For a further characterization of these carbides, samples of M2/Ti(C,N) with 0.5 wt. %C were 

subjected to an etching processing to dissolve the metallic matrix and isolate the carbides in order 

to be analyzed by Transmission Electron Microscopy (TEM). In Figure 8 TEM images and 

diffraction patterns of the two carbides found are shown. The microanalysis of the rounded carbide 

(Type I) indicates that the composition of this carbide is (at.%): 46.4 V; 20.5 Ti; 19.8 Mo; 8.0 W; 5.2 

Cr, and the diffraction pattern indicates that the structure of this carbide is face centered cubic 

(FCC) with Fm3m symmetry. Comparing with the typical carbides found on high speed steels the 

carbide Type I could be a MC type carbide which present FCC structure and is V-rich.

Figure 8. TEM image and pattern diffraction of the Type I and Type II carbides of the cermet M2/Ti(C,N) with 

0.5 wt. % C.

The microanalysis of the needle-shape carbide (Type II) indicates that the composition of this 

carbide is (at. %): 34.3 Mo; 24.2 W; 16.1 V; 13.1 Cr; 12.2 Ti. The diffraction pattern indicates that 

the structure of this carbide is hexagonal compact with P63/mmc symmetry. Comparing with the 

typical carbides found on high speed steels the Type II carbide could be M2C type carbide which is 

the only type of carbides presenting this HCP structure, and is Mo-rich. 

4. Discussion.

By increasing the C content the melting temperature of the steel matrix decreases, as it can be 

observed in the phase diagram of the cermet M2 HSS/TiCN showed in the reference [25], so that 



the cermet without C added presents a higher melting temperature and the dissolution-

reprecipitation mechanism is not completed, while in the cermet with 0.5 and 1.0 wt. % C the 

melting temperature is lower and the sintering mechanism can be completed resulting in a different 

microstructure, leading to higher hardness and toughness. 

The differences of the microstructure by increasing the C content are found in both the steel matrix 

and hard phase. The changes produced in the steel matrix are related to the steel phases present. 

Table 4 summarizes the amount of steel phases present in the sintered samples with different C 

additions obtained from Mössbauer spectra. It is observed a decrease in ferrite quantity by 

increasing the C content. The maximum percentage of austenite is observed in the sample with 0.5 

wt. % and the sample with 1.0 wt. % shows high martensite percentage. 

Table 4. Steel phases amount in sintered samples of M2/Ti(C,N) with different C addition (0; 0.5; 1.0 wt. %)

By increasing the C content to 0.5 and 1.0 wt. % it is also observed that the TiCN particles show a 

microstructure similar to the typical core/rim microstructure of TiCN-based cermets. The presence 

of the solid solution (Ti, M)(C, N) rim around the TiCN particles is claimed to improve the wettability 

between the metallic matrix and reinforcement particles and, also, inhibits their growth and avoids 

their agglomeration during the processing [7, 9] in conventional cermets. As a similar structure is 

observed, it can be assumed that it could also be responsible of the same benefits in the case of 

this steel matrix, as properties of cermets improves significantly and, what is more interesting, 

hardness and toughness increase simultaneously.

Another reason for the improvement of hardness with increasing the C content is the presence of 

the MC type and M2C type carbides, which are the hardest types of carbides which could be found 

in high speed steels. However M2C type carbides are not the typical carbides found on high speed 

steel M2 grade which are MC and M6C. The absence of M6C carbides and the presence of M2C 

may be due to the nature of this material. This is a metal matrix composite which is a high speed 

steel with a high percentage (50 vol. %) of TiCN as ceramic reinforcement. The presence of these 

particles can have an impact on the formation of carbides in the steel matrix. In this microstructure 

the alloying elements W and Mo are forming a solid solution in TiCN. In this new material the 

presence of the rim around the particles of TiCN was observed which can be responsible for the 

different stoichiometry of the carbides formed in the matrix. It is possible that the formation of the 

solid solution (Ti, M) (C, N) causes a reduction in the alloying elements amount of the matrix and, 

therefore, the formation of carbides with a lower ratio metal / carbon.

5. Conclusions.



The hardness and fracture toughness of the steel-matrix cermet studied, M2/50Ti(C,N), show a 

significant increment with C content. As a result of the characterization study presented in this 

work, this improvement is attributed to the microstructural changes observed when C content of the 

steel matrix is at least 0.5 wt. %, and which it can be summarized as follows:

o Appearance of austenite and increase of martensite in the steel matrix.

o Presence of the solid solution (Ti,M)(C,N) around the TiCN particles resembling the typical 

core/rim microstructure of conventional TiCN-based cermets. M is Mo or W.

o Formation of MC type and M2C type carbides which are the hardest carbides in high speed 

steels.
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Figure 1. SEM microstructures of the sintered cermet M2/Ti(C,N) with different C content: 0; 0.5 and 1.0 wt. 
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Figure 2. Hardness and fracture toughness of the sintered samples of M2/Ti(C,N) as a function of the C 
added to the steel matrix.
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Figure 3. XRD analysis of [M2 + x wt. %. C]/ Ti(C,N) (x = 0; 0.5; 1.0) sintered samples.



 
Figure 4. Transmission Mössbauer Spectroscopy (TMS) spectra for the cermet (M2/Ti(C,N) with different C 

content 0; 0.5 and 1.0 wt. %)
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Figure 5. a) Atomic percentage of Fe in each sextet of the ferromagnetic phase as a function of C content. b) 
Atomic percentage of Fe in ferromagnetic and paramagnetic phases as a function of C content. 



Figure 6. Transmission Mössbauer Spectroscopy (TMS) spectra at low velocity (± 2.47 mm/s) for the cermet 
M2/Ti(C,N) with different C content (0; 0.5; 1.0 wt. %). 

5 µm 5 µm 5 µm

(M2 + 0%C)/Ti(C,N) (M2 + 0.5%C)/Ti(C,N) (M2 + 1.0%C)/Ti(C,N)

Ti

Ti

C
N

Fe
W

Mo

KeV0.7                 1.4                 2.1                 2.8                3.5                4.2                 4.9    5.6                 6.3                             

b)Rim

C
N

Ti

Ti

0.8                 1.6                2.4                3.2                4.0                4.8                 5.6      6.4                7.2                            KeV

a)Core

Figure 7. FE-SEM microstructures of the sintered cermet M2/Ti(C,N) with 0; 0.5 and 1.0 wt. % C. EDS 
analysis of the black core and the brighter rim in Ti(C,N) reinforcement particles
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Figure 8. TEM image and pattern diffraction of the Type I and Type II carbides of the cermet M2/Ti(C,N) with 
0.5 wt. % C.



Table 1. Characteristics of raw materials.

Supplier data Experimental dataRaw 
material Supplier Density (g/cm3) Particle size (µm) Density (g/cm3) Particle size (µm)

Ti(C0.5,N0.5) H.C. Starck 5.03 D50 = 2.0 - 4.0 5.12 D50 = 3.9
D90 = 8.6

High Speed 
Steel, M2 Osprey 8.56 D90<16 8.09 D50= 8.1

D90 = 15.8

Table 2. Mössbauer hyperfine parameters and sub-spectral areas for the cermet M2/Ti(C,N) with different C 
content (0; 0.5; 1.0 wt. %): isomer shift values (δ), quadrupole splitting (Δ), FWHM of the peaks (Γ), hyperfine 
magnetic field (B) and relative area of each sub-spectra. (Statistical errors are given in parentheses. No error 

means that the parameter was fixed in the fitting)

Sample Sub-spectrum δ (mm/s) Δ (mm/s) Γ (mm/s) B (T) Area (%) Area (%)

Sextet 1 -0.08(2) 0.042(4) 0.326(9) 33.95(2) 31.7(1)

Sextet 2 0.018(2) 0.040(4) 0.41(1) 31.03(2) 39.8(1)

Sextet 3 0.043(5) 0.06(1) 0.53(2) 28.19(6) 26.7(1)

98.2(2)
0%C

Singlet -0.1 - 0.52(6) - 1.8(1) 1.8(1)

Sextet 1 -0.013(4) 0.034(9) 0.35(2) 33.91(4) 34.01(1)

Sextet 2 -0.03(1) 0.05(2) 0.44(5) 31.3(1) 21.0(1)

Sextet 3 -0.072(1) 0.07(5) 0.5(1) 28.9(2) 15.79(1)

70.8(2)
0.5%C

Singlet -0.101(4) - 0.53(6) - 29.2(1) 29.2(1)

Sextet 1 -0.017(4) 0.025(8) 0.34(1) 33.45(3) 50.1(1)

Sextet 2 -0.020(9) 0.05(2) 0.30(4) 30.87(8) 19.8(1)

Sextet 3 -0.090 0.07 0.5(2) 28.2 6.3(1)

76.2(2)
1.0%C

Singlet -0.1 - 0.58(2) - 23.8(1) 23.8(1)

Table 3. Atomic percentages of C in the different phases and the maximum amount of martensite.

C added (wt. %) 0 0.5 1.0
C Total (at. %) 2.86 4.57 6.97

C Austenite (at. %) 0.08 (5) 1.8 (4) 3.1 (5)
Max C in martensite (at. %) 2.78(5) 2.7 (4) 3.87 (5)

Max martensite (at. %) 39 (1) 38 (5) 54 (7)

Table 4. Steel phases amount in sintered samples of M2/Ti(C,N) with different C addition (0; 0.5; 1.0 wt. %)

(M2 + X%C)/TiCN X = 0.0 X = 0.5 X = 1.0
Martensite (at. %) 39 38 54

Ferrite (at. %) 59.2 32.8 22.6
Austenite (at. %) 1.8 29.2 23.8




