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Friction and wear losses can be reduced by arc welding, tempering and other methods. One of these
technologies is vibro-arc surface processing. By using this technology surface can be carbonized
through the formation of extra layers with supplementary materials. The present work is an
investigation of an opportunity to increase abrasive wear resistance of steel surfaces by carbonizing
them by vibro-arc (80 and 120 A current) layering with a graphite electrode and by dip-transfer
surfacing welded through layers that create paste-like coatings that consist of materials increasing
resistance to wear. The investigations have been performed according to the standards of ASTM G65-
94 — Dry Sand Rubber Wheel Abrasion Test, and ASTM G132 — Standard Test Method for Pin
Abrasion Testing. Studies have shown that through surface carbonization layers are produced with a
higher wear resistance than surfaces formed with the wear resistant powder PG-10N-01. When using
carbonization, the wear resistance of steel surfaces increases by forming austenite synthetic
(Feo94Coos), Cementite (FesC), iron oxide (Fes7104) structures. Even with the wear resistance
increased up to 39-41%, the carbonization creates just thin layers of 0.1-0.15 mm. Surface welding
with current pulses by using additional materials generates high temperature gradients. This
deteriorates coating quality resulting in uneven thickness, formed cracks, voids. The formation of
austenite synthetic (Fep94Co06), Cementite (Fe;C), chromium nickel (Cr,Nis), chromium iron carbide
(Cra134F€166Cs), carbon iron (CoooFe1q;) Structures in a layer increases hardness (average
6145-6310MPa). Although the strengthened layer is much harder than steel Hardox 400, under
abrasive wear conditions it has only 20-23% less wear resistance than Hardox 400. Due to surface
defects, significant increases in hardness have almost no influence on the wear resistance. Surface
quality is increased by welding at a lower current. Because just a thin layer is formed, the
carbonization process is not an efficient technology to increase the abrasive wear resistance.

Keywords: vibroarc surface processing, carbonization and surface processing by welding, abrasive

wear.
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INTRODUCTION

Electro-erosion machining, electro-spark deposi-
tion and other engineering technologies were created
and developed in the XX century (see a review on
the ex-USSR elaborations in [1]). However, without
those developments the general technological pro-
gress would be unthinkable.

Electro-spark deposition has a wide range of
technological potentialities in producing different
coatings. In construction and agricultural machinery
areas intensive abrasive wear dominates; for
strengthening those machine elements technological
methods are required that produce efficient and ra-
ther thick coatings [7, 9].

The essence of carbonization of steel with a
graphite electrode by arc welding is hardening of the
steel surface that is a result of periodical firing and
extinguishing an electric arc (further — a pulsating
arc). During electrode disintegration carbon diffuses
into the steel surface. Because of rapid cooling the
surface becomes tampered and in that way its im-
portant exploitation properties such as hardness,
wear resistance and others get better [6].

The patent RU 2252266 describes steel sur-
face carbonization that increases the microhardness

of the surface layer to a depth of 1.2 mm by an elec-
tric arc with the reverse polarity when the arc is
compressed by an inert gas stream to the value of the
power density of 10° W/cm? [2]. Continuous burning
of arc allows for getting deep strengthening but in-
creases thermal impact, reduces the strength and de-
forms the product.

An additional wear resistant covering by vibro-
arc processing is carried out in the paste-like layer
composed of different materials (forming matrix of
wear resistant components) and non-metals (flux) of
powder mixtures. For example, metallic powder
PG-10N-01 (basic metal — Ni; 0.8% C; 3.1% B;
4.2% Si; 17% Cr; 4.5% Fe) is used for gas-plasma
deposition and arc welding [10].

The aim of the present paper is to present results
on the use of vibro-arc processing when developing
abrasive wear resistant layers on mild steel surfaces,
and of the studies on their evaluation.

RESEARCH METHODOLOGY

Samples were made of the abrasive wear resistant
steel Hardox 400. Samples were carbonized or
welded using an inverter Foxweld Master 162 (open
circuit voltage — 62 V, nominal welding voltage -
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26.4V, 80 and 120 A current and power density of
38 and 62 W/mm?, respectively) with an electrode
holder vibrator by using reverse polarity. Electrodes
of 8 mm in diameter produced by the “GLOBAL
WELDING COMPANY” were used in this study.
Two technologies for vibro-arc processing of sample
surfaces of steel Hardox 400 were used: surface car-
bonization with a graphite electrode by arc; and sur-
face processing with a graphite electrode by arc, per-
formed through the layer created as a paste-like
coating that consists of a metal (nickel based wel-
ding powder PG-10N-01 and aluminum powder),
ceramics (aluminum oxide, wolfram carbide and
others), flux (made from molten glass, natrium borax
[Na,B40O7-10H,0] and others).

The abrasive wear resistance evaluation of both
carbonized and welded surfaces was performed by
two methods: 1. According to the standards of
ASTM G65-94 — Dry Sand Rubber Wheel Abrasion
Test [3], with a rubber wheel by using 0.25-0.4 mm
fraction quartz sand (SiO); and 2. According to
ASTM G132-96 (2007) — Standard Test Method for
Pin Abrasion Testing [4], when a study of wear into
fixed abrasive was done following the Standard (ap-
plying a ,pin—on—cylinder“ scheme, under 28 N
load).

The research method that follows ASTM
G132-96 (2007) studies the wear into fixed abrasive
parameters such as the feed of 0.55 mm/rev with a
cylinder revolving 60 min™ at the wear path of
100 m. The cylinder is coated with KX167, the abra-
sive paper roll grain (P100 grain abrasive paper from
“Olympus Abrasives Co.*), the average size of abra-
sive Al,O3 particles being 160 um. The hardness of
A|203 is 11.7 GPa.

The wear was evaluated by the method of masses
with the scales KERN EG 420-3NM (accuracy
0.001 g).

Chemical composition of the samples was deter-
mined by a spectrometer BELEC-compact-lab-N.
Hardness is measured with a microhardometer
IIMT-3, roughness — with a Surface Roughness
Tester Series MahrSurf XR 20. Worn surfaces were
analyzed with SEM JEOL JSM-5600, chemical
composition was confirmed with the X-ray energy
dispersion spectrometer Bruker XFlash 5040 QUAD
Detector, crystallinity of layers — with X-ray diffrac-
tometer Bruker D8 with Cu K-alpha radiation.

The samples for testing microhardness by SEM
were prepared according to standard methods. Be-
fore testing of the arc welded samples for abrasive
wear resistance, slag and metal spray were mechani-
cally removed.

RESEARCH RESULTS

The initial sample roughness was R, 3.3 um. The
sample surface, processed by a graphite electrode
with high frequency, showed the same roughness e—

Ra 3.4 um (sample 2) or a little higher — R, 6.2 um
(sample 1) while working with a lower frequency.

Composite layers thickness received with vibro-
arc welding can vary up to 2 times (0.6-1.2 mm),
because of arc created variable pressure, what rips
adjacent paste layers (Table 1) 5885-6405 MPa.

Spectral analysis data show that carbon content in
the carbonized steel surface increases from 0.14% to
6.9% (sample 1) and up to 2.8% (sample 2, Table 1).
Additionally, the carbonized layer was alloyed with
boron, niobium and tungsten. In this case, the
strengthened surface layer had the structure of white
cast iron with the thickness of 0.1-0.15 mm and an
average hardness of 2460 MPa (for Hardox 400)
rising to 5410-6440 MPa. The hardness in the
PG-10N-01 matrix welded layer varied from 6140 to
6310 MPa (samples 3 and 4, Table 1). High hardness
dispersion showed an unequal distribution of carbide
structures and surface defects.

Standard X-ray diffraction studies of a sample
from Hardox 400 show only iron peaks (Fig. 1,
Standard). Surface carbonization with a graphite
electrode results in the formation of cementite
(FesC), austenite (Fep94Cogs), and iron oxide
(Fes7104) structures (diffractograms in Figs. 1.1
and 2). Thus formed structures increase the abrasive
wear resistance [5]. Because of a thin layer (just
0.1-0.15 mm), the shortening of time in the experi-
ment up to 2 minutes was effective in determining
the real carbonization impact for Hardox 400 steel
resistance to abrasive wear — the wear reduced up to
41% (Table 2).

Welding with 120 A current (sample 4) allows to
work more productively, but increases the iron con-
tent of the sample surface from 22.7 up to 54.6%
(Table 1). In the base metal and the coating inter-
mingling, the surface can deteriorate its wear re-
sistance, while adhesion increases. This is demon-
strated by the coating of sample 4 whose wear is
5-18% higher, in accordance with ASTM G65-94
(Table 2).

Welding with a higher current increases carbon
content and decreases contents of nickel, aluminum,
and silicon in layers. The amount of oxygen does not
change. A higher current creates material losses
(sprinkle, burning).

The carbonized layer is thin and, in the long run,
the impact of abrasive is inefficient. A test by
ASTM G65 shows higher wear for the vibro-arc
welded layer than for the carbonized layer (Table 2).
This is related to the layer heterogeneity, removal of
metal particles spatter at the beginning of test, of
slag residues, high strain of layer, as well as deep
mobile abrasive particle penetration. Harder wear of
the arc welded layer compared with that of Hardox
400 steel — cause higher contact load, resulting from
the high-alloyed surface heterogeneity.
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Table 1. Chemical composition, hardness and depth of strengthening of layers

. . Average Depth
0
Sample Sample Chemical composition, % hardness, MPa | of strengthening, mm
0.14 C; 0.35 Si; 1.0 Mn; 0.21 Cr,
Standard Hardox 400 0.03 W, 0.002 B 2310-2610 -
Hardox 400, carbonized | 6.89 C; 0.59 Si; 0.71 Mn; 0.2 Cr,
! with low frequency  |0.2 W; 0.05 Ti; 0.013 B; Nb 0.017. 4510-6310 0.09-0.10
Hardox 400, carbonized | 2.78 C; 0.33 Si; 0.8 Mn; 0.11 Cr,
2 with high frequency 0.006 B; 0.013 Nb; 0.05 W. 5590-7290 0.14-0.15
Layer welded through 45.0 Ni; 22.7 Fe; 17.0Cr; 7.1 Si; 0.6-1.2
3 paste-like coating, at 80 A 3.60;3.7C;0.8Al 5885-6405 | (has defects — craters,
cavities)
Layer welded through 54.6 Fe; 22.5 Ni; 8.3 Cr; 4.5 Si; 0.5-0.7
4 paste-like coating, at120 A 3.60;6.2C;04 Al 5310-7310 | (has defects — cracks,
cavities)

Fig. 1. Hardox 400 Steel, carbonized Hardox 400 and welded layers diffractograms: Standard —Hardox 400 steel; 1 — Hardox 400
carbonized with 80 A current; 2 — Hardox 400 carbonized with 120 A current; 3 — welded with 80 A current; 4 — welded with 120 A
current, markings: A — iron(Fe); 4 — iron oxide (Fe;7,0,4); ® — austenite synthetic (Feg9:Coo6); m — cementite (FesC); ' — chromium
nickel (Cr;Nis); o — chromium iron carbide (Cry 3sF€166Ce); ¢ — carbon iron (Co ggFe1¢1); O — aluminium oxide (Al,O3).

Table 2. Abrasive wear results of carbonized and welded samples

Sample

Wear, g (wear change, % — reduced, + increased), parameters when testing

Sample processing, material

ASTM G65-94

Floag= 100 N, t =10 min

Floaa=45N,t=5 min

Floag=45N,t=2 min

0 Hardox 400 0.157 0.041 0.022
1 Hardox 400 carbonized 0.155 (-1.3%) 0.032 (-22%) 0.013 (-41%)
with low frequency
Hardox 400 carbonized 14 R0 200 -390
2 with high frequency 0.134 (-14.6%) 0.025 (-39%) 0.015 (-32%)
Layer welded through 0 0 -4.50
3 vaste-like coating, at 80 A 0.178 (+13.4%) 0.053 (+29.3%) 0.021 (-4.5%)
Layer welded through 0 0 0
4 paste-like coating, at 120 A 0.205 (+30.6%) 0.055 (+34.1%) 0.025 (+13.6%)
ASTM G132-96 (2007)
Fioaa =28 N, t =6 min Fioaa=28 N, t=3 min
1 Hardox 400 0.497 0.293
Layer welded through 19 a0 -18.89
3 paste-like coating, at 80 A 0436 (-12.3%) 0.238 (-18.8%)
4 Layer welded through 0.381 (-23.3%) 0.293 (-20.1%)

paste-like coating, at 120 A




In analyzing the wear by a fixed abrasive, it was
found out that the welded layer is more wear-
resistant (12.3 and 23.3%) than Hardox 400 steel.
The reason for this is significantly increased layer
hardness due the FesC, CryNis, Al,O3 components
formation (Fig. 1).

Shortening the duration of the test, performed by
ASTM G132-96, shows no influence on the results
for layers welded with 80 and 120 A currents.

Abrasive wear test results performed according to
ASTM G65-94 and ASTM G132-96 by using diffe-
rent test parameters are given in Table 2.

The wear of Hardox 400 steel is smooth, the car-
bonized layer is sleek, and in the junction with the
basic metal a phase is formed where wear is inten-
sive (Fig. 2).

S0 1m

@)
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SE MAG:500 x HV:20.0 kV WD:11.79 mm

(b)

Fig. 2. SEM images after ASTM G65 (500x): (a) Hardox 400
steel; (b) strengthened Hardox 400 steel, sample 2.

Optical evaluation of cross-section of micro po-
lished arc welded layers shows good adhesion
between the coating and the substrate, mixing, mi-
nimal thermal effects, even the carbide phase distri-
bution (Fig. 4).

The arc welded layer has many defects (Fig. 3)
(metal droplets, cracks), which during ASTM G65
test with free abrasive particles can go deeper thus
the wear is higher. Meanwhile during ASTM
G132-96 tests, only arc welded layer “caps” contact
with the abrasive paper and the wear is lower
(12.3-23.3%), compared with Hardox 400 steel
(Table 2).
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Fig. 3. SEM images of welded layers: (a) heterogeneous surface
with a metallic spatter (sample 3, 150x); (b) cracks of arc wel-
ded layer (sample 4, 50x).

In both cases, that is, carbonization and arc wel-
ding, the surface hardness increased significantly
(Table 1), but wear reduced for just a few tens of
percents. It can be explained by small difference in
test sample materials and abrasive hardness ratio
(Hwm/Ha) [8].

200 pm

SE MAG:150 x HV:20.0 kV_WD:22.3 mm

Fig. 4. SEM images of welded layers (sample 3, 150x).
CONCLUSIONS

The research into impulsive steel surface pro-
cessing shows that:

1. Steel surface strengthening with a graphite
electrode is advisable for increasing durability to
friction pairs, where 0.1-0.15 mm wear is permissi-
ble (the wear can be reduced up to 41%); the wear is
reduced because of the formation of cementite, aus-



tenite compositions, which increases hardness from
2460 to 5410, even 6440 MPa.

2. Vibro-arc welding with the composite Fe-C-
Ni-Cr-Si-Al and the layers thickness of 0.6-1.2 mm
is advisable for wear resistance to a fixed abrasive
because the wear reduces up to 23.3%; therefore it is
more objective to test layers with defects with a
fixed abrasive.

3. Increasing the welding current from 80 to
120 A reduces the layer uniformity, increases the
basic metal fusibility (in the layer iron content in-
creases and that of nickel decreases), but the re-
sistance to wear does not change.

4. 1t is essential to increase welding quality and
to get fewer layer defects such as variable layer
thickness, cracks, cavities.
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Jlyisi yMeHbIIIeHHs BEJIWYMHBI TPEHUSI U U3HOCA TPY-
HIMXCs JieTallell MPUMEHSIOTCS HOBBIE MaTepHalbl, cMa3-
KM, HAIUIaBKH; HCIIOJIB3YIOTCS TaKXkKe MeTaluin3alius,
rajlbBaHUYECKOE TOKPBITHE, TepMHUUecKas obpaboTka. B
JIaHHOW paboTe paccMaTPUBAIOTCS BO3MOXKHOCTH YBEIIH-
YEeHHUs CTOMKOCTHU AeTanell K abpa3uBHOMY M3HALINBAHUIO
MyTeM YIPOYHCHHUs/HAHECCHHS MOKPBITUII BUOPOLYTrOBOM
Ham-JaBKOW TPadUTOBBIM 3JIEKTPOJOM. BHOPOIyroBhIM
HAyTJIepOKUBAHUEM TPa(QUTOBBIM AIIEKTPOJOM U HAILIaB-
KOM TIOKPBITHH dYepe3 TOPOMIKOBBIE (IMacTooOpasHEIe)
cion OBUIO TPOM3BEIACHO YIPOYHEHHE MOBEPXHOCTEH
00pasmoB. O6paboTka MOBEPXHOCTEH MPOBEICHA TOKAMH
BenmunHo# 80 u 120 amnep. MccnenoBanust conpoTuaie-
HUsI a0pa3MBHOMY H3HAIIMBAHHUIO BBIMOIHEHBI COTJIACHO
TpeboBanusam cranaaptoB ASTM G65-94 u ASTM
G132-96 (2007). Ilomy4eHHBIE Pe3yNbTaThl CBHICTENb-
CTBYIOT O TOM, YTO HayTJIepPOKCHHbBIE TPaQUTOBBIM 3JIEK-
TPOJOM CIIOH SIBIISIFOTCS OOJiee CTOMKMME K aOpa3HBHOMY
M3HAIIUBaHUIO, YeM ucxomadas crans Hardox 400 u uem
CJIOH, HaIlIaBJIEHHBIE Yepe3 MacTooOpa3Hoe MOKPHITHE Ha
ocHoBe mopomka [1I-10H-01. HayrmeposkuBanue maio-
yrirepoaucroit cramu Hardox 400 rpaduTOBBIM BIIEKTPO-
JIOM YBEJIMYMBACT KOJMUYECTBO yriepona mo 2,8-6,9% u
dopmupyer aycreHUTHYIO (Feqo4Co0s) W EMEHTHUTHYIO
(FesC) moBepXHOCTHBIE CTPYKTYPHI, & TAKKE OKCHAUPYET
oBepxHOCTh (Fe37104). DTO cHIMKaeT abpasUBHBIN H3HOC
10 39-41%, Ho HayriepokuBaHHEM (HOPMUPYIOTCS CIIOU
rommuoi 0,1-0,15 mm. HarmmaBka uMIyibCHOM Ayroit
MOBEPXHOCTEH 00pa3loB 4Yepe3 CIOH JOMOJHUTEIbHBIX
MaTepHaloOB CO3/aCT HMIYJbCHOC BO3JCHCTBHE Ha
HAIUIABISIEMbIl MaTepual, paspylliaeT CJIOH, BCICACTBHE
4ero (OPMHUPYIOTCSI CJIOM HEPaBHOMEPHON TOJIIUHBI C
TpelIMHAMH, OpaMH, KpaTepamu. KoMmmosunnonHoe mo-
kpeiTie Ha ocHoBe mopomka [1-10H-01 d¢opmupyer
aycreHuTHY0 (F€994Coo6), HIeMeHTHTHYIO (Fe3C), xpom-
aukeneByio (CroNis) cTpykTyphl, KapOuasl Xpoma-Kesnesa
(Cr21’34Fe1,65C6), Kap61/m51 Kere3a (Co,ogFelvgl), KOTOpbIC
00ecrieYnBalOT TBEPJOCTh IOKPBHITHS B  HHTEpBase
6145-6310 MPa. Xotsi TBepHOCTb IOKPBITHHA CyIIe-
CTBEHHO BbIIe TBepaocTu cramu Hardox 400, B ycmoBusix
a0pa3MBHOIO M3HAIIMBAHMSA TIOKPBITHE HMMEET H3HOC
Tospko Ha 20-23% menbme uzHoca Hardox 400. Ipuuu-
HOIl Takoi HE3HAYUTENbHOHN pa3HUIBI ABISETCS OOJbLIAS
JeeKTHOCTh MOKPBITHHA. KauecTBO MOKPHITHSI CHUXKACT U
HArIaBKa OOJIBIIUMH UMITYJIbCHBIME TOKamu. Haubosee
1[eNIeCO00pa3HbIM MPUMEHEHHUEM YIPOYHEHHBIX HayTJie-
POXKHMBAHHUEM CJIOEB SIBIISIFOTCSI CONPSDKEHMS, IOy CTHMBIIA
M3HOC KOTOPBIX HE 00JIee TONIMHBI YITPOUYHEHHBIX CIIOEB,
a BEPOSATHOCTH MOMAaJaHusl adpa3uBHBIX YAaCTHUI[ B COMPS-
KEHHS MaJa.

Krrouesvie cnosa: eubpodyeosas obpabomka nosepx-
HOCMell, HAYy2NepodCUusanue U Hanlaeka NnogepxHocmell,
abpazueHblil U3HOC.



