Problems of Tribology, V. 26, No 2/100-2021,6-18

/-\ Problems of Tribology
PT Website: http://tribology.khnu.km.ua/index.php/ProbTrib

E-mail: tribosenator@gmail.com

DOI: https://doi.org/10.31891/2079-1372-2021-100-2-6-18

Evaluation of the wear of the duckfoot sweep cultivator blades and the
technology of their hardening
T.S. Skoblo, I.M. Rybalko®, O.V. Nanka, O.V. Saychuk

Kharkiv Petro Vasylenko National Technical University of Agriculture, Kharkov, Ukraine
*E-mail: irybalko.ua@gmail.com

Abstract

In recent years, research and developments related to the creation of new areas using nanotechnology take
a special place in scientific achievements. They are developed and widely used in Physics, Chemistry, Biology,
Electronics, Medicine, Food Production and to a much lesser extent in Engineering. This is due to the fact that
there are different requirements to parts and products used in mechanical engineering, they have a complex
shape, are made of different materials, production methods, heat treatment. While operating, their working layer
undergoes degradation with a significant change in structure and their hardening using nanocoatings may turn
out to be ineffective in both technical and economic aspects. In this case, only a specific approach, which is
determined by comprehensive research with identification of the main factors of parts damageability in specific
production and operation conditions, can be expedient. In addition, in some cases for hardening, repair and
restoration of parts it is expedient to use surfacing methods with the introduction of modifying agents in a liquid
bath during crystallization. These modifying agents are nano-and dispersed diamonds, which make it possible to
adjust temperature parameters of crystallization, grain size, and stress level. This approach allows using high-
alloyed, high-carbon electrodes even for thin-walled steel and cast iron products. In this case, the diamond
inclusions additive plays the role of micro-refrigerators, which significantly change the crystallization
temperature range. It is important to determine the optimal dose of the introduction of such a modifier and ensure
uniform distribution the components in the coating. The presented work is devoted to the new technology
development of hardening of cultivator blades metal with nano- and dispersed diamond additives, which are the
part of the detonation charge from the disposal of ammunition. Nowadays, in agriculture, a large number of
tillage implements are used for tillage, the working bodies of which are sweep blades. They are operated under
conditions of abrasive particles impact, and this is accompanied by their intense wear with a corresponding
change in the geometric dimensions of the main working surfaces. The worn sweep blades significantly reduce
efficiency and quality of the carried-out work. The analysis of the effective choice of surfacing materials for
hardening and improving their performance has been carried out and the nature of wear has been evaluated in
order to identify areas of maximum damage and to determine the optimal method. It is known that T-590 and T-
620 electrodes are used for the restoration surfacing of tillage implements. It was found the hardfacing of thin-
walled parts is accompanied by a smaller heat sink and, in some cases, they are flooded with defect formation.
To reduce it, a non-magnetic fraction of detonation charge from ammunition disposal in the form of an electrode
modification was introduced, which ensured the uniform distribution the components in the coating. The method
of the X-ray electron-probe analysis has been used to evaluate features of structure formation and component
distribution along the perimeter of the coating. It was found out that this method of hardening reduces heat input
and increases the microhardness and wear resistance of the surfaced coating, reduces the transition zone and
thermal impact. The recommended method of metal hardening of new cultivator blades is to apply stripes on the
point tip and wings of blades. On the basis of the nature of wear, the expediency of applying stripes on the point
tip of the cultivator blade from the front side, and on wings from the rear side, is justified. The optimal
geometrical dimensions of hardening stripes and their location on the blade are presented, which allows
minimizing the local stresses and increasing wear resistance.

Key words: cultivator blades, surfacing, detonation charge, stripes, heat input, modification, structure
formation, nano- and dispersed diamonds.
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Introduction

The analysis of the literature revealed that about 60% of duckfoot sweep cultivator blades of agricultural
machinery lose their working capacity due to the point tip and wings wear. In this case, the point tip wears out by
30 mm, wings - by 15 mm in width. It is observed metal deformation in the working area of wings. Sufficiently a
big number of methods for their reinforcing and repair were revealed. All of them are labor-consuming and after
their use the resource of working bodies does not exceed ~ 70% comparing to the new ones. Over time, while
operating, the metal loses its original properties; its degradation takes place [1]. Worn parts restoration is not
considered to be expedient since it is impossible to provide necessary properties simultaneously for all zones of
the cultivator blade, taking into account its damage rate. Let us consider some ways to harden new duckfoot
sweep cultivator blades.

There is the cultivator working body [2], which includes a duckfoot sweep blade, the working area of
which is made in the form of a curved surface, and it passes from the beginning of its point tip to the end on side
surfaces. While operating, the cultivator blade profile decreases in the direction of its movement and to preserve
consumer properties, refractory metal stripes are formed by surfacing at different angles on its surface.
Preliminary assessment of such technology of the cultivator working body blade reinforcing can be effective
while operating due to the formation of a cogged profile while operating, which will provide self-sharpening.
Such technology of increasing cultivator blades wear resistance is recommended to be used repeatedly during
their operation and wear. The disadvantage of this reinforcing method is that stripes are applied only on the
blade, which is formed by various methods (surfacing, machining work, plastic deformation, pull-off, etc.),
which leads to accumulation of additional stresses in it and they are localized on the blade edge - blade base.
Besides that, according to the studies, on the wings of the blades, the maximum wear takes place from their
opposite surface, relatively to the blade of the point tip. Therefore, taking into account zones of the biggest wear
and the reinforcing scheme adopted by the authors [2], it is impossible to achieve the self-sharpening effect. As
for the recommendation regarding additional restorative blade reinforcing when using the equipment, according
to this technology, it will also be ineffective. This is due to the fact that while operating the metal of the blade is
subjected to wear (thickness decreases by 1 ... 1.5 mm), which during application of stripes by surfacing will
contribute to its penetration.

There is also known a method [3] of reinforcing the blade and adjacent to it perpendicularly directed
zones of the cultivator blades by stripes surfacing with a wear-resistant material, and in the interstrip zones by
creating rows of holes formed while stamping. Such technology is complex and accompanied by incompatible
operations in the technological flow chart of production, which uses various approaches for applying holes by
stamping and stripes by welding. The use of various technological processes will contribute to the localization
of stresses from stripes surfacing by stamping zones, which will lead to the formation of defects and cracks at the
holes. The method also does not prevent the deformation of the wings of the blades while operating.

The solution [4] may be more effective in terms of its technological essence and results, increasing
service durability of duckfoot sweep cultivator blades. It is aimed at reducing blade wear by applying reinforcing
stripes on both of its surfaces, forming a working surface.

The application of reinforcing stripes in this work was carried out according to a different scheme. It was
carried out by local processing with a laser beam and this made it possible to apply reinforced stripes of
infinitely small sizes on both surfaces of the blade. This treatment does not provide a significant increase in wear
resistance because it does not use additional reinforcing by alloying, which can significantly increase the
hardness. This method uses carbon steel reinforcing of cultivator blades only due to heat treatment of the shallow
depth zones. This is due to the fact that the increase of heat input by this method will lead to crack formation and
disruption of the product. This method also will not provide the increase of the blade wear resistance of the
cultivator blade wings. In the considered technological solutions of reinforcing methods of duckfoot sweep
cultivator blades, specific effective recommendations are also not provided for the parameters of the applied
reinforcing stripes, the structure formation and properties achieved in reinforcement zones.

Goal and problem statement

The aim of the study was to develop a method of hardening of thin-walled cultivator blades by applying a
programmed coating by hardfacing with a high-carbon alloyed electrode with modification of secondary raw
materials for crushing the carbide phase, minimizing the transition zone and the tendency to form defects.

The goal of increasing consumer properties of the cultivator blades can be achieved by changing the
reinforcing scheme and stable operation based on a statistical analysis of wear and deformation of such a
product, with the subsequent possibility of reinforcing by surfacing with modifying and carbide-containing
components of the electrode.

The use of such technology in production requires an innovative approach to obtain reinforcing stripes by
electrode surfacing with minimization of stresses, as well as the formation of a metal structure without defects.

Earlier it was carried out some works on modifying by detonation charge from ammunition disposal when
restoring parts of sufficient thickness [5, 6], when welding cracks in cast-iron body parts [7, 8]. It was found out
that the introduction of secondary raw materials into a liquid bath while surfacing reduces heat input and creates
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favorable conditions for crystallization of various even non-technological high-carbon alloys. In this work, there
was an equally challenging task of ensuring the application of high-quality reinforcing coatings on the thin
cultivator blade, taking into account the nature of their wear and damage.

Material and Methods

A significant disadvantage of modern duckfoot sweep cultivators blades with plane deformers is poor-
quality soil loosening. The intensification of such an effect due to the cutting edges wear of the cultivator blades
has a negative effect on the energetics of the treatment process. In addition, bioactive soil structures break down
into dusty, easily subjected to erosion [9].

In this regard, it is of interest to conduct research on cultivator blades wear for new technological process
development, which, on the one hand, increases their durability and, on the other hand, improves tillage quality.

Currently, there are no real physical and mathematical models of abrasive wear and formation of the
geometry of cultivator blades cutting elements. Determination of the basic regularities of abrasive wear of
cutting elements, formation of their optimal geometry, selection of materials for manufacturing and reinforcing,
their influence on the technological process of production and operation is an important task in resource
improving of tillage machine bodies [10, 11].

It was found out 10] that the process of interaction of machine working bodies with the soil while they are
moving is characterized by the abrasive impact on a wedge with a plane or curvilinear working surface. Blade
impact on the soil depends on the nature of material deformation, wedge parameters, physico-mechanical
properties and condition of the metal, as well as the soil, the speed of machine movement.

Degree of blade abrasive wear in thickness can be represented as a function of the following factors:

Ih=f(p,L,H,,S), (1)

where p is a normal specific dynamic pressure of the soil; L is a friction path; H, is a blade material
hardness; t is an indicator of abrasive wear capacity; S is a friction area.

a b ¢

Fig. 1. Duckfoot sweep cultivator blade
of MARATHON SERIES production of OSMUNDSON company:
a-new; b, c—worn out
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Fig. 2. Duckfoot sweep cultivator blade 9.3 "TigerMate 11 of CNH company:
a- new;
b - k - worn out

For the analysis of the profile change of duckfoot sweep cultivator blades in operation, products made by
MARATHON SERIES of OSMUNDSON firm (Fig. 1) and 9.3 "TigerMate Il of CNH firm (Fig. 2) were
selected. Both new and used (worn out) under the same conditions (soils) of operation [12, 13] were
comparatively studied.

The thickness and main dimensions of wings, grip were checked. Visually, it is seen that their
geometrical dimensions differ significantly after operation. A ruler and Miol digital caliper were used to
determine the thickness. Main characteristics: measurement accuracy - 0.01lmm, measurement range 0-150mm.
Blades were measured according to the developed scheme presented in Fig. 3.

vil
Vil

%

Fig. 3. Measurement of thickness and linear dimensions on new (a)
and worn out (b) cultivator blades of MARATHON SERIES and TM 11 9.3"

The circles indicate the thickness measurement points. The quality assessment of new cultivator blades
showed that their geometrical dimensions are identical on both sides, and the thickness change is 5.43 - 6.09 mm
for MARATHON SERIES and 6.34 - 7.33 for 9.3 "TigerMate Il. 14 measurements were carried out on each
blade. Grasp width of new blades of two different manufacturers was 235mm and 234mm, respectively.
Therefore, a blade was divided into three conditional zones from the center, through 39mm each. Geometrical
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dimensions are indicated by Roman numerals — the dimensions of wings, point tip, which corresponded to 7
dimensions. These measurements were necessary to assess wear rate.

Further, grasp width was measured on worn blades - size A (see Fig. 3), the differences of which can be
noticed visually. By the difference of indications of new and out-of-service blades, they were judged on their
wear, as well as on the analysis of their combination (superposition).

Results and Discussion

On the basis of the proposed technique, the cultivator blades of both foreign and domestic production
were analyzed (Fig. 4 - 7). While operating the blade width of MARATHON SERIES remained almost
unchanged, and 9.3 "TigerMate Il decreased from 234mm to 227mm.

From the data obtained it follows that the cultivator blades do not wear evenly, the thickness in all areas
of the analysis is different (Fig.4, 6). The dimensional characteristics of new blades are the same and
symmetrical. After operation, they vary greatly (Fig.5, 7). This indicates that blades work in different conditions,
soils and wear out unevenly. Skewness can be seen when fixing them on the rack of the cultivator. Some blades
had visible abrasions (in the blade attachment zone) of the base metal, which indicated their long operating time
and untimely replacement during maintenance or repair.

Wear of the cutting edges of cultivator blades is an irreversible process, during the interaction with the
soil while operating. The size and nature of wear is determined, first of all, by stress pattern distribution on
working surfaces of the cultivator blade [14].

To ensure cultivator blades durability, reduce the amount of their wear, it is necessary, on the one hand, to
reduce the tendency to abrasive damage to the impact, and on the other hand, to improve the operational
properties of the material by the technology and the type of applied reinforcing coatings.

Based on the experience of experts of Kharkiv Petro Vasylenko National Technical University of
Agriculture, this may be most effective when using reinforcing with an optimal material and special
modification. Experimental studies indicate that the greatest wear intensity of duckfoot sweep cultivator blades is
typycal for the point tip. As moving away from it, the wear rate of the blade cutting edge decreases.
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Fig. 4. Change in metal thickness of cultivator blades
of MARATHON SERIES made in the USA while operating
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Fig. 5. Change of cultivator blades sizes
of MARATHON SERIES made in the USA by sections (see. Fig. 3)
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Fig. 6. Change in metal thickness of cultivator blades of 9.3 ""TigerMate Il made
in Canada while operating (according to Fig. 3)
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Fig.7. Changing cultivator blades sizes of 9.3 "TigerMate Il made in Canada
by sectional zones (according to Fig. 3)

The pattern of wear intensity change of the blade along the length of its cutting edge, presented in works
[9, 10], has the form:
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where H, and Ha - hardness values of blade material and abrasive, respectively;

X —an empirical constant, taking into account optimal factors;

Ewm — a coefficient of blade material elasticity;

S — an area of the blade working surface;

p — a specific load of the soil on the blade;

T — an operating time on one blade;

L — a length of the section of reservoir;

i —a wear rate.

The proposed dependence of wear rate along the cutting edge length shows that the uneven wear of the
cultivator blades can be explained by the varying pressure of the soil on different zones around the perimeter.

Having studied the nature of cultivator blades wear, a new method of their reinforcing along the working
surface perimeter was proposed [15]. The method consists in surfacing wear-resistant stripes on the blade surface
with the introduction of modifying agents with nano- and dispersed diamonds. Stripes on duckfoot sweep
cultivator blade were formed according to Fig. 8, taking into account intensity and nature of its wear. According
to the nature of wear, into point tip stripes with the size of 20 mm, and wings with the thickness of 12-15 mm
with the distance of at least 10 mm between them will be formed by the reinforcing coating in order to prevent
the length overlapping of heat-affected zones.

The optimal stripe sizes are determined from the conditions of the stress state formation during electrode
surfacing, as well as by the coating quality and the tendency of the metal to damage during reinforcing. It is
important to take into account, stresses appearing in the cutting edges and the transition zone of the blade base,
wings while operating. Taking into account the maximum wear and wings deformation, reinforcing stripes in
these zones were applied from the opposite surface relatively to the point tip (see Fig. 8).
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Fig.8. The scheme of reinforcing stripes surfacing
on a duckfoot sweep cultivator blade surface (see Fig. 1,3, 2, a):
a— point tip;
b —wings

The possibility of using reinforcing surfacing to create stripes with T-620 carbide-containing electrode,
which contains, %: 3,0 C, 2,2 Si, 1,2 Mn, 22,5 Cr, 0,7 Ti, 0,8 B, 0,03 S was studied. Such an electrode provides
maximum penetration of the cultivator blade with the thickness of 6 mm to its depth up to 3 mm without defects
when modifying it with a coating of non-magnetic component of the detonation charge obtained from the
ammunition disposal. Such a charge, according to the chemical analysis, includes nano- and dispersed diamonds,
and graphite (a small fraction) 3.37 - 3.43 % C, as well as copper (up to 3.14 %) and iron (up to 2.9 %) [16].

Previous studies [15] showed that the optimal share of the modifying additive is 6 - 8 %. For uniform
entry into a liquid bath, it was used as an electrode coating. Current strength 160A and voltage 28V were used as
the hardening parameters.

Application of the reinforcing technology to a small depth by stripes surfacing provides a high-quality
reinforcing coating and fusion zone with minimal heat input due to the micro-refrigerators creation - inclusions
of dispersed diamonds that do not dissolve in the liquid bath, but significantly reduce its temperature (by 250-
300 °C). This reduces the grain size by 20%, the heat-affected zone by 40% and stress, and also increases the
anisotropy of the structure in the applied reinforcing stripes not only on the cutting edge, but also in the base
metal. The anisotropy of the structure in such a built-up metal is 0.95-0.97. These properties provide the
operational durability increase due to the absence of the tendency of the metal to crack formation in the heat-
affected zone of surfacing when stripes are applied.
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Fig.9. Microstructure over the section of samples:
a - surfacing with T-620 electrode;
b - surfacing with T-620 electrode
with non-magnetic fraction modification of the detonation charge

Fig. 9 comparatively shows the formed structures during surfacing without modifying by secondary
charge (a), which were accompanied by crack formation in the varying thickness blade-base area, as well as in
another blade part, and (b) using a modifying agent, which was previously applied on the surface of electrodes &
4,0 mm with charge proportion of 6.0 - 8.0 % [15]. When forming stripes, a current of 150 - 180A was used, the
deposition rate was 17 - 19 m/h.

Besides identified defects (pores, cavities and cracks), it should be noted that in the area of reinforcing
stripes application a more heterogeneous structure is formed with the formation of zones of coarse, thin, and
extended carbide sockets near the fusion boundary, which is characterized by increased microhardness.

When modifying, such carbide sockets are more evenly distributed in the metal matrix, and they differ in
structure. Instead of extended thin inclusions, they are fragmented, what contributes to the formation of a more
homogeneous structure, less stress state of the transition zone, as well as its length decrease. In this transition
layer, there are no defects at all.

Distribution of chemical components along the depth of the surfaced stripe in accordance with two
options - without and with the use of a modifying agent was locally estimated by X-ray electron probe analysis
(XREPA) (Fig. 10 and 11, Table 1 and 2).

Fig.10. Electronic photographs of the structure of the surfaced stripes with T-620 electrode indicating XREPA zones:
a - surfacing surface;
b - middle;
¢ - heat-affected zone
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Fig.11. Electronic photographs of the structure of the surfaced stripes with T-620 electrode with a non-magnetic
fraction modification of the detonation charge indicating XREPA zones:
a - surfacing surface; b - middle; c - heat-affected zone

When modifying metal surfacing in the stripe, the temperature of the liquid bath decreases (the presence
of micro-refrigerators - diamonds) and the crystallization conditions change [17]. This is accompanied by
increase in the average share of the carbide phase by 27 % in the upper zone, in the middle by — 32 % and
transitional — 70 %. Besides that, the homogeneity of the distribution of carbon-bearing phases in surfaced
stripes is more uniform across the section during the modification with the secondary charge. Thus, during
conventional surfacing, carbon concentration in the upper zone varies within 2.8 %, the middle is 1.83 %, and
the transition one is 1.64 %. In the case of modification, there is a large homogeneity in the distribution of this
component in various zones. This corresponds to the achieved microhardness level. With the conventional
method of surfacing there is a significant proportion of oxygen in all zones of analysis up to 1.6 - 3.39 %. When
modifying with the secondary charge (see Table 2), this component was singly detected only in the upper zone of
the stripe (2.28 %).

As for the distribution of Mn, Si, Mo components, they are close in concentration in comparable variants.
Regarding the proportion of iron, its average value is 8.4 % more when modifying, and in the upper and middle
zones it differs even more significantly - by 14.5 %. The observed can be explained by the formation in these
zones of a larger amount of cementite-type carbides.

Table 1
XREPA data on the distribution of chemical elements over the section
of the deposited stripes with T-620 electrode, %
Surface
Spectrum C 0 Al Si Cr Mn Fe Zr Mo
1 8.71 3.15 0.51 1.69 22.24 5.38 55.47 0.34 2.50
2 8.91 2.78 0.19 1.48 24.05 4.96 54.61 0.86 2.15
3 10.51 - - 0.05 42.71 5.49 39.47 - 1.77
4 7.71 2.52 0.17 1.60 23.35 5.34 56.83 0.84 1.64
Max 10.51 3.15 0.51 1.69 42.71 5.49 56.83 0.86 2.50
Min 7.71 2.52 0.17 0.05 22.24 4.96 39.47 0.34 1.64
Middle
Spectrum C ) Al Si Ca Cr Mn Fe Zr Mo
1 8.05 242 0.23 1.53 0.18 24.24 5.75 54.81 0.81 1.98
2 7.60 2.37 0.29 1.60 22.85 5.55 57.03 0.36 2.37
3 7.69 1.60 0.29 1.55 0.09 24.04 5.53 56.86 0.34 2.02
4 9.43 42.95 5.19 41.00 1.43
Max 9.43 242 0.29 1.60 0.18 42.95 5.75 57.03 0.81 2.37
Min 7.60 1.60 0.23 1.53 0.09 22.85 5.19 41.00 0.34 1.43
Transition zone
Spectrum C ) Al Si Cr Mn Fe Zr Mo
1 7.14 0.26 1.60 21.96 5.35 61.26 0.29 2.14
2 7.01 2.30 - 1.27 13.91 3.90 70.29 - 1.32
3 6.65 3.39 0.17 0.19 0.28 0.99 88.32 - -
4 5.55 211 - 0.17 - 0.92 91.24 - -
Max 7.14 3.39 0.26 1.60 21.96 5.35 91.24 0.29 2.14
Min 5.55 211 0.17 0.17 0.28 0.92 61.26 0.29 1.32
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Table 2
XREPA data on the distribution of chemical elements over the section
of the deposited stripes with T-620 electrode with modification
of a non-magnetic fraction of the detonation charge, %
Surface
Spectrum C ) Al Si Cr Mn Fe Mo
1 12.98 2.28 0.22 1.17 17.05 3.90 61.12 1.27
2 10.78 1.28 18.19 4.12 64.15 1.47
3 14.06 0.59 1.37 19.13 4.23 58.61 2.01
Max 14.06 2.28 0.59 1.37 19.13 4.23 64.15 2.01
Min 10.78 2.28 0.22 1.17 17.05 3.90 58.61 1.27
Middle
Spectrum C Al Si Cr Mn Fe Mo
1 13.12 1.39 18.58 4.19 61.07 1.65
2 9.28 0.47 1.45 17.06 3.79 66.54 141
3 9.23 1.30 15.47 3.60 68.80 1.60
Max 13.12 0.47 1.45 18.58 4.19 68.80 1.65
Min 9.23 0.47 1.30 15.47 3.60 61.07 1.41
Transition zone
Spectrum C Si Cr Mn Fe Mo
1 13.61 0.55 23.14 3.66 57.77 1.27
2 10.78 1.39 7.88 2.72 77.24
3 9.82 1.20 16.30 3.28 68.62 0.78
4 8.06 0.98 5.79 2.28 82.89
5 11.20 0.24 0.46 1.11 86.98
Max 13.61 1.39 23.14 3.66 86.98 1.27
Min 8.06 0.24 0.46 1.11 57.77 0.78

Chromium distribution over the three analyzed zones is 2.2 times more uniform when using modifying
with stripes application by surfacing, which is achieved by carbide phases crushing during crystallization.
Insignificant tendency of Al increase during the modification can be explained by the fact that this

component is part of the detonation charge. It was revealed that its share in different surfacing zones (upper,
middle) varies within 0.17-0.51 % at conventional stripes surfacing and - within 0.22-0.59 % in the case of
modifying with a secondary charge.

The absence of difference in the content of Al and Si components can be related to the concentration
change of these components, taking into account that with conventional application of stripes by surfacing, base
metal inclusions emerge to the coverage area, and when modifying, they are a part of the modifier and their share
in it is not stable.

Wearing tests were carried out on SMT-1 friction machine at State Enterprise V.A. Malyshev Plant.

The relative wear resistance of various reinforcing methods of parts surfaces was carried out and
evaluated according to three variants [17]:

1 - source material of a cultivator blade steel 65G;

2 - surfacing with T-620 electrode with modification by a non-magnetic fraction of the detonation charge;

3 - surfacing with T-620 electrode.

Tests were carried out according to “disc-block” scheme. Tests of samples in the abrasive medium of
quartz sand without lubrication were carried out according to Brinell scheme. Samples 10x10 mm in size, cut
from the surfacing zone and processed on a surface grinder with a load of 5 kg, were subjected to testing.
Counterbody - PTFE-4 — Fluoroplastic. In this test, fluoroplastic was used as a body to hold abrasive in the
friction area. The sand from the Staroverovsky deposit (Ukraine) with a fraction of 0.25-0.4 mm was used as an
abrasive. Before testing, the prepared samples (blocks, discs) were washed, marked, weighed on a WA-200
scales.

Test results are shown in Table. 3. The friction path was 100 m.

Table 3
Abrasion tests
No./no. Reinforcing option Wear, g
1 Source material of cultivator blade steel 65G 0.0145
2 Surfacing with T-620 electrode 0.0090
Surfacing with T-620 electrode with modification by a non-magnetic fraction of
3 - 0.0044
the detonation charge
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The proposed reinforcing method of cultivator blades is recommended for stable operation of equipment
by minimizing the creation of local stresses, which ensures the absence of defects, as well as while operating -
improvement of the working tool stability (excludes the deformation of the wings) and in 3 times increases wear
resistance comparing to the product source material or reinforcing without modification.

Experiments were carried out by comparing 81 pieces of two types of cultivator blades in one installation
of the Tiger Mate Il cultivator - 66 pieces without hardening and 15 hardened pieces, proposed by the method,
which showed on average that their wear is much less, regardless of their location and decreases 2.3 times, which
almost corresponds to bench tests. The tests were carried out in PE "Agrarian Investments" of the Sumy region,
Ukraine.

Conclusions

1. A new solution is presented for a constructive approach to reinforcing cultivator blades without
deformation and with the use of secondary raw material modifi-cation from the ammunition disposal with a non-
magnetic fraction of the detona-tion charge, which makes it possible to use a high-carbon alloyed electrode
metal.

2. As a result of the carried out research, a new reinforcing method of cultivator blades was developed
and proposed. The method consists in applying reinforc-ing stripes on the point tip from the front side of the
blade and on its wings from the back. According to the analysis of wear processes, it is optimal to apply re-
inforcing stripes on the point tip of 20 mm in size and 12 to 15 mm on the wings with a distance of at least 10
mm between them to prevent overlapping of the heat-affected zones.

3. When reinforcing stripes are surfaced with carbide-containing T-620 electrode, research were carried
out on the possibility of using for modification non-magnetic fraction of the detonation charge from the
ammunition disposal in the form of electrode coating. To control liquid bath temperature, the proportion of
introduced modifier was optimized. It was found out that this combination of blade materials and reinforcing
stripes allows to reduce heat input, improve sur-facing quality (ensure coarse carbides crushing), increase
hardness and wear resistance by 2 and 3 times comparing to the initial state and reinforcing without modifying
additions, respectively, and also to eliminate defects formation when reinforcing quite a thin working tool.
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Cxko0uo T.C., Pubaaxo I.M., Hanka O.B., Caiiuyk O.B. Ouinka 3H0Cy CTPUI4acTHX JaIl KyJIbTHBATOPA
1 TEXHOJIOT'IA IX 3MILIHEHHS.

B ocrtaHHi pokm ocoOmuMBe Miclle B HAayKOBHX [OCATHEHHSX 3aliMarOTh po3poOKHM, IOB'A3aHi 3i
CTBOPECHHSM HOBHX HAIpPSIMKIB 3 BHKOPHCTAHHSAM HAHOTEXHOJIOTiH. BOHHM pO3BHBAIOTBCA 1 IIMPOKO
BUKOPUCTOBYIOTBCA y (i3mmi, Ximii, OioJorii, eNeKTpOoHili, MEIWIWHI, XapdyOoBOMY BHPOOHHITBI 1 3HAYHO
MEHIIOI0 MipOI0 B MalIMHOOYAyBaHHi. Lle moB'a3aHo 3 THM, 1110 J10 AeTalieii i BUpoOiB, 1110 BUKOPHCTOBYIOTHCS B
MaIIMHOOYAyBaHHI, IPe sIBISIOTHCS Pi3HI BUMOTH, BOHU MalOTh CKJIaJHy ()OpPMY, BUTOTOBJISIFOTHCS 3 BIIMIHHUX
Jierpajialiii 3 iCTOTHOIO 3MIiHOIO CTPYKTYPH 1 IX 3MILIHEHHS 3 BUKOPHCTAHHSIM HaHOMIOKPHUTTIB MOKE BHSBUTHCS,
K B TEXHIYHOMY, TaK E€KOHOMIYHOMY acIlleKTaX HEe(EeKTHBHHM. Y I[bOMY BHIIAIKy IOUIILHAM MOXE OyTH
TITBKH KOHKPETHE PillleHHsI, K¢ BU3HAYAE€THCS BCEOIYHIMH TOCITIKCHHSAMH 3 BUSABJICHHAM OCHOBHHX (haKTOPiB
MIOIITKO/KYBAHOCTI JIeTaneil B KOHKPETHHX yMOBaX BHPOOHHWITBA i ekciuryaTamii. KpiM Toro, B psami BUIanIKiB
IUIsL 3MIIHEHHS, PEeMOHTY Ta BiJHOBIICHHS IeTajell NOLJIbHO BHKOPHCTOBYBATH METOAM HAIUIABICHHS 3
BBE/ICHHAM MOIM(IKYIOTh NPUCAZIOK B PIAKY BaHHY NpH Kpucramizamii. Jlo yuMcna Takux NpUCamoOK CIij
BIZIHECTH HAHO- Ta JUCHEPCHI ajMasu, SIKi JO3BOJSIFOTh KOPUTYBAaTH TEMIIEPATypHI MapaMeTpH KpHcTasizaii,
BEJIMUMHY 3€pHA, pIBEHb HaNpyXeHb. Takuil WiAXig J03BOJSIE BHKOPUCTOBYBAaTH 1 BHCOKOJICTOBaH,
BHCOKOBYTJICIICB] €JEKTPOAM HaBiTh JJIsI TOHKOCTIHHMX BHPOOIB i3 craned 1 yaByHiB. B 1pomMy Bumagky
MprcaJika MHUXTH 3 aJlMa3HOK (paKI€ro Bimirpae poib MIKPOXOIOAWIGHUKIB, SKi CYTTEBO 3MIHIOIOTH
TeMIepaTypHHH IHTepBal KpHCTamizalii. BakIMBUM € BH3HAYHTH ONTHUMAIBHY 03y BBEICHHS TaKOro
MomudikaTopa Ta 3a0E3MEYNTH PIBHOMIPHUHA pO3IOAIT KOMIIOHEHTIB y mokputTi. [IpemcraBmena pobota
NPHUCBSYCHA PO3POOLI HOBOI TEXHOJOTrIT 3MIIJHCHHS MeTally CTPUTYacTHX Jiam KyJNbTHBaTOpa HaHO- Ta
JMCIIEPCHUMHU JIOMIIIKaMHK aJiMas3iB, sSIKi BXOIATH JI0 CKJIa/ly JETOHAIIWHOT IMUXTH Bijl yTwiizauii Ooenpumnacis. B
JaHWIl Yac B CUIBCBKOMY TOCIONApPCTBI Ui OOpOOKM IPYHTY BHUKOPHCTOBYETHCS BeJIMKA KUIBKICTb
IPYHTOOOPOOHMX 3HAPsJb, 3 POOOYMMHU OpPraHaMH SIKMX € CTPIIYacTi jlanu. BoHHM eKCIuTyaTyroThCsl B yMOBax
BIUIMBY aOpa3WBHUX YAaCTUHOK, Ta 1€ CYNPOBOJKYETHCS iX IHTEHCUBHMM 3HOCOM 3 BIJIIOBIJZHOIO 3MIiHOIO
TEOMETPUYHUX PO3MIPIB OCHOBHHUX pPOOOYHMX TIMOBEPXOHBb. 3HOIICHI CTPLTIACTI JIad 3HAYHO 3HUXKYIOTh
e(eKTUBHICTh 1 SKICTh BHUKOHYBaHHX poOiT. [IpoBereHO aHami3 eQeKTHBHOTO BHOOpPY HAILIABIIOBAIHHOTO
MaTepiary Ui 3MIITHeHHS Ta IiIBUIICHHS 1X Mpare3laTHOCTI i OMIHEHO XapaKTep 3HOCY, U100 BHUABUTH i 30HH
MaKCHMAJIbHOI ITOLIKO/KYBAHOCTI, @ TaKOX BH3HAYUTH ONTUMAJBHHI cIoci0 3MinHeHHA. Bimomo, mo mis
BIZIHOBIIIOBAJILHOTO HAIUIABJICHHS [IPYHTOOOPOOHHMX 3Hapsgb 3acTOCOBYIOTH enektpoxu T1-590, T-620.
BcTaHoBiI€HO, 10 HAIUIABJICHHS! TOHKOCTIHHUX JIeTajJel CyNpOBOPKYETHCS MEHIIMM TEIUIOBIJBOJAOM Ta BOHH B
pslli BUIA/IKIB POIUIABIISIIOTHCA 3 (OpMyBaHHAM AedeKTiB. J[is oro 3HMKEHHS BBOAMIM HE MarHiTHY (Qpaxiiito
JCTOHAIIMHOT IIMXTH BiJ yTHIi3alil OoempumaciB y BUMISLAI MOAU(iIKyBaHHS €JICKTpoa, 10 3a0e3medyBaio
PIBHOMIpPHHH PO3IOIIT KOMIIOHEHTIB y MOKPHUTTI. METOJOM MiKpOPEHTT€HOCIIEKTPaIbHOTO aHaJi3y OI[iHCHO
OCOOJIMBOCTI CTPYKTYPOYTBOPEHHS i PO3MOIUTY KOMIOHEHTIB MPH TaKiii TEXHOJOTIl 3MIIHEHHS IO MEPEeTUHY
MOKPUTTA. BcTaHOBNEHO, IO MaHWN crtoci® 3MIITHEHHS 3HMKYE TETUIOBKIAJACHHS U ITiIBUIIYE MIKPOTBEPAICTS i
3HOCOCTIIKICTh HAILIABJICHOTO MOKPUTTS, 3MEHIIYE MEepexifHy 30HY W TEpMIYHOTO BIUIMBY. PekoMeHIOBaHUi
croci0 3MIIHEHHS MeTajly HOBHX Jiall KyJIbTHBATOpa MOJArae B HAHECEHHI CMYr Ha HOCOK 1 Kpwia yan. Ha
OCHOBI XapakTepy 3HOCY OOIPYHTOBAHO [OLUIBHICTh HAHECEHHS CMYyr Ha HOCOK JIalM KyJIbTHBaTOpa 3
JHMLBOBOTO OOKY, a Ha KpHJax - 3 TWIbHOTr0. HaBeneHo onTiMalibHI TeOMETPHYHI PO3MIPH 3MILHIOIOYUX CMYT 1
iX po3raimlyBaHHs Ha Jami, 110 JO3BOJISIE MIHIMI3yBaTH CTBOPEHHS JIOKAIBHHX HAIPY>KeHb 1 MiJBHUIICHHS
3HOCOCTIMKOCTI.

KarouoBi cioBa: yama KyJapTUBaTOpa, HAIUIABJIEHHS, NETOHAIlIfHA MIMXTA, CMYTH, TEIUIOBKIAICHHS,
MoJH(DiKyBaHHS, CTPYKTYPOYTBOPEHHS, HAHO- Ta JUCIEPCHI alIMa3H.



