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MODELING AND OPTIMIZATION OF CHROMIUM ALLOYED COATINGS
PRODUCTION USING CPS

Modeling and optimization of the formation of protective layers of titanium alloyed with
chromium, obtained using composite powder charge (CPS) is considered. As an optimization parame-
ter the wear resistance index at titanium-chromium plating for Ti-Cr system is chosen. The mathemati-
cal dependences of microhardness on the thickness of the obtained titanium-chromium coatings on the
composition of the powder charge, which are described by a polynomial of the fifth order, are estab-
lished. The response surfaces of the obtained mathematical models are represented by three-
dimensional graphical dependences.

Keywords: mathematical modeling, wear resistance, composite powder charge, temperature,
optimization, microhardness.

Pozenanymo modenrosanns ma onmumizayis oopmyeanHs 3aXUCHUX WAPI6 MUMAHY, 1€208AHO20
XPOMOM, OMPUMAHO2O 3 GUKOPUCHAHHAM KOMHO3UYIUHO20 nopoxogoco 3apady (KII3). Ax napamemp
OnMUMIZayii 0OPaHO NOKAZHUK 3HOCOCMIUKOCMI npu mumanoxpomysanni 0ns cucmemu Ti-Cr. Bcmaro-
6IIEHO MAMEMAMUYHI 3ANEHCHOCI MIKPOMBEEPOOCMI MOBWUHY OMPUMAHUX MUMAHOXPOMOGUX HOK-
pummis 8i0 CKIa0y NOPOUIKOBOI WUXMU, SKI ONUCYIOMbCS NOATHOMOM 1 ’amo2o nopsioky. Ilosepxui 6io-
2YKY OMPUMAHUX MAMEMAMUYHUX MOOeell NPe0Cmasneti mpUusUMIPHUMU 2PAQTUHUMU 3ATeHCHOCTHAMU.

Knrwouosi cnosa: mamemamuune MOOent08aHH s, 3HOCOCMIUKICIb, KOMROZUYILHI NOPOWKOSI
cepedosuya, memnepamypa, onmumizayis, Mikpomeepoicme.

Formulation of the problem

Modern operating conditions of parts of machines, aggregates, equipment, tools and mechan-
isms place increased demands on their physical and mechanical characteristics and working life. In
this regard, the properties of their surface layer are of great importance, and the development of new
technologies for strengthening parts from structural materials is gaining relevance.

Methods of creating various functional coatings are widely used for processing products made
of carbon and alloy steels. The coating is a locally modified surface layer, characterized by a certain
chemical and structural phase composition, which is qualitatively different from the base material.

In the work [1], which is devoted to refractory coatings, they are divided into four groups: diffu-
sion, plasma, detonation, combined. In this case, the classification of coatings is given according to the
technological principle. Coating methods in work are classified by the type of delivery of the coating
material to the surface of the base material and are divided into two large groups: contact methods, in
which the base material comes into contact with the coating elements, which are in any phase (gas, solid,
liquid); non-contact or chemical methods, in which the coating material comes in bound form. The given
classification is convenient for identifying the limiting process of coating formation, as well as for kinet-
ic assessment of the concentration of the coating element in the surface layer of the substrate.

Analysis of recent research and publications

Classification of existing methods and methods of surface modification of materials are given

in works [2—38]. The authors [9—11] highlighted the following methods: hot method, electrolytic me-
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thod, galvanization, spray metallization, diffusion saturation, plasma and laser sputtering, chemical
method, plating, electrophoretic method, vacuum metallization.

Hot dip in a melt is one of the oldest coating methods. Bath metals have a low melting point
(zinc, tin, aluminum) and protect the base metal from corrosion. Spraying is carried out with small
particles of material or powder through an oxygen-acetylene flame, followed by deposition on a cold
base. Electric arc or plasma metallization can be used for heating. This helps to improve adhesion and
reduce the porosity of the coating. Surfacing is carried out by fusing the deposited material with the
surface layer of the product. All basic welding processes can be used for coating by surfacing: gas
flame, electric arc, plasma, electron beam, etc. Electrochemical deposition of metals from salt solu-
tions is usually used to obtain galvanic coatings of chromium and nickel with a thickness of 0.12—
0.60 mm. Electrolytic coating of Ni — P and Ni — B alloys is carried out as a result of chemical interac-
tion. Chemical vapor deposition, or the CVD process (chemical vapor deposition), is a process in
which stable reaction products are generated and grow on a substrate in an environment with chemical
reactions (dissociation, reduction, etc.). Thanks to the high temperature, very thin layers are formed on
the surface. The CVD process is used to apply coatings to tools and dies. The most common method of
surface strengthening is chemical-thermal treatment (CHT). CHT technology is a fairly effective me-
thod of processing aimed at obtaining coatings with high adhesive strength with the base due to signif-
icant mutual penetration of saturating elements into the base, and elements of the base into the coating,
wear resistance, corrosion resistance, and provides increased static strength under the influence of al-
ternating loads. It should also be noted that diffusion coatings, unlike coatings obtained by other me-
thods, are characterized by the stability of properties in various operating conditions. A variety of
combined processing methods can be used, for example, a combination of CHT methods with plasma
processing [9].

Formulation of the purpose of the research

The purpose of the work is to search for effective powder CPS, which allows to form wear-
resistant protective layers on structural materials with different carbon content using technological
processes of self-propagating high-temperature synthesis. The surface hardness is used as an optimiz-
ing factor, which has a direct proportional effect on wear resistance under conditions of various types
of friction. Solving this problem allows to ensure the durability of the equipment in the conditions of
coke-chemical production and details of the utility company "Vodokanal".

Presenting main material

The wear characteristic /1J is the change (decrease) in the mass of the sample made of steel 45,
on which the coating was obtained at t,= 1050 °C and ¢, = 60 minutes.

The selection of the optimal composition of the charge for carrying out SBS under conditions
of thermal self-ignition is carried out on the basis of the results of studies of the thermal picture of the
CPS process.

Optimization parameters:

Y1 — indicator of wear resistance for the system Ti-Cr;

The choice of the main level and the intervals of variation is based on the fact that the intro-
duction of CS, less than 10 % by mass, leads to the breakdown of the combustion wave of thermal
self-ignition. Based on the study of the change in the characteristic temperatures of the CPS process,
the amount of CS is selected. It is used as a ballast admixture to obtain a one hundred percent compo-
sition of powder CPS-charges Al,Os.

The numerical value of the regression coefficients and their significance, determined taking
into account the difference in variance for each response function, as well as the significance test ac-
cording to the Student's test and the assessment of the adequacy of the model according to the Fisher
test.

As a result of the regression analysis, equations are obtained that show the dependence of the
wear resistance of protective coatings on the mode of thermal self-ignition and the content of alloying
elements.

As a result of the calculations, the following equations are obtained:

Y, =87,6-1,3X; - 1,3X, 0,6 X;-1,5 X;* + 1,5X," + 3X5° - 0,875X, X, +
+2,125X,X5- 0,25X,X;. (1)
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Testing the adequacy of the models shows that they can be used to predict the response func-
tions at any factor values between the upper and lower levels. For this, it is advisable to switch to natu-
ral variables using the translation formula presented in the following form:

Xk_Xi;l_X;
PA @

where X lj{ — coded value of the i-th factor, which is studied in the j-th equation; XZ — natural val-

ue of the i-th factor, which is studied in the j-th equation; X;]D value of the i-th factor, which is studied

in the j-th equation at the basic level; A; — value of the variation interval of the i-th factor under in-
vestigation.

Coefficients whose absolute value is equal to the confidence interval /Ib or more should be
considered statistically significant. Statistically insignificant coefficients can be excluded from the
models.

By replacing the variables Xi in equation (1) with the right-hand side of equation (2) and the
subsequent reduction of similar ones, we obtain natural equations characterizing the effects of the
mode of thermal spontaneous ignition and the content of alloying elements on the wear resistance of
protective coatings:

JU;= 140,35+ 1,39 XC + 0,31Ti - 6,59Cr —0,06 XC*+ 0,06 Ti*+ 0,12 Cr*~ 0,04 XCTi

+ 0,09XCCr - 0,045TiCr. 3)

To assess the adequacy of the equations, a calculation is made based on the obtained regres-
sion equations for the optimal mode of thermal self-ignition. Calculation results are compared with
experimental data. It was established that the error between the calculated and experimental values of
the response function does not exceed 1.5 %.

With the help of mathematical planning of the experiment, the number of studies required to
calculate the coefficients of the regression equation and obtain an adequate model, which characterizes
the influence of the elements of the CPS charge on the operational properties of steels with alloyed
protective coatings, is significantly reduced. The response surfaces of the obtained mathematical mod-
els are represented by a three-dimensional graphical dependence (Fig. 1).

96

Wear resistance J1J (10™ r/m?)

Fig. 1. The influence of the content of Ti and Cr (% by mass) in the CPS-charge on wear resistance J1J

The rational content of titanium is 22—26 % by mass, and chromium is 4—7 % by mass. (for
the Ti-Cr system), thus, these values of the content of titanium and chromium make it possible to ob-
tain minimum indicators of wear of steels with alloyed protective coatings. Recommended rational
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CPS charge for obtaining wear-resistant alloyed protective coatings: 25% CS + 25% Ti + 5% Cr +
39% AlL,Os5 + 2% I, + 4% NH,CL

Microhardness is an important characteristic of the physical and mechanical properties of coat-
ings, it determines the resistance of coatings to the influence of an aggressive environment. This espe-
cially applies to the upper layers of the coating, which are primarily in contact with corrosive-erosive
environments. Microhardness tests are carried out either with the help of desktop devices, which use
the scheme of a vertical portable microscope with a turret head and direct load using weights (PMT-2
and PMT-3 devices), or in the form of an attachment to horizontal metal microscopes with a spring
load (device Hahneman and others).

Microhardness testing has found important applications where other methods are unavailable:

1) determination of the hardness of individual microstructural components; microhardness al-
lows, along with a qualitative microscopic study, to evaluate the properties of micro areas, it changes
during the transition from the central zones of micrograins to the peripheral ones;

2) determination of the hardness of thin surface layers; conventional hardness tests evaluate
the properties of relatively thick surface layers [11—12].

The highest microhardness is on the surface of the coatings, which gradually decreases to the
surface of the material and is equal to the hardness of the material being processed. This distribution of
microhardness leads to the minimization of surface indentation in operating conditions.

The surface microhardness of chromium-doped titanium coatings (Fig. 2) is: on steel 20 —
Hipo= 16000 MPa, (phases: (Cr,Fe)»Cs, (Cr,Fe);Cs alloyed with titanium, Fe,Ti, Cr,Ti, 6-solid solu-
tion Ti and Cr in 6-iron), on steel 45 — H;oo= 18000 MPa (phases: (Cr,Fe),;Cs, alloyed with titanium,
0-solid solution chrome in iron with inclusions Cr,Ti), on steel U8 — H;o= 19500 MPa (phases: the
carbide zone is located directly on the outer side of the coating (Fe,Cr)»;Cs, (Fe,Cr);Cs, Cr;C,, Cr,Ti,
(Ti,Cr)C).
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Fig. 2. Distribution of microhardness along the thickness of the titanium chrome coating on
the structural material

According to the research results, it was found that in comparison with coatings obtained in
isothermal conditions, the microhardness of steel 45 with CPS-coatings is 1.8—2.0 times higher.
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Conclusions
Modeling was carried out to find optimal mixtures of EDP powders to produce intermetallic

wear-resistant protective coatings on technical iron and steels 20, 45, and USA using EDP technology
of high-temperature synthesis. The structures of protective layers and their wear resistance under slid-
ing friction conditions were investigated. The best wear resistance among the considered coatings have
titanium coatings on steels 45, and USA. It was established and experimentally confirmed that the mi-
crohardness depends on the thickness of the obtained titanium coatings on the composition of the
composite saturating medium, which is described by a fifth-order polynomial.
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MOJEJIIOBAHHSA TA OITUMI3AIIA OTPUMAHHSA TIOKPUTTIB,
JIE'OBAHUX XPOMOM 3 BUKOPUCTAHHSAM KIIC

Kpyrask L.B., Cepena 1.b., [1anexosa I.B., Binosip 1.B., [Ipoaomos A.A., Kidopyx .M.,
Cracesnu O.0., Kpusko P.I'.

Pedepar

CyuacHi yMOBH eKCIUTyaTalii JeTaleil MallH, arperaris, o0nagHaHHs, IHCTPYMEHTa Ta MeXa-
HI3MIB BUCYBAIOTh IiIBUILECHI BUMOTH JIO iX (Di3MKO-MEXaHIYHHX XapaKTEPUCTHK Ta POOOYOTr0o pecyp-
cy. Y 3B’S13Ky 3 IIUM BEJMKE 3HAUCHHSI MalOTh BJIACTUBOCTI iX IMOBEPXHEBOr'0O MIapy Ta HaOyBae akTya-
JBHICTH PO3pOOKa HOBUX TEXHOJOTIH 3MIIIHEHHS AeTanei 3 KOHCTPYKUIHHMX MaTtepianiB. s o0poo-
KW BUPOOIB 3 BYTJICLIEBUX Ta JIETOBAHUX CTaJICH MIMPOKO 3aCTOCOBYIOTH METOJIM CTBOPEHHS pi3HOMa-
HITHUX (YHKI[IOHATBHUX NOKPHUTTIB. [IOKpUTTS — JIOKaJIbHO 3MiHEHHH TOBEPXHEBUH Iap, IO Xapak-
TEPU3YETHCSI TIEBHUM XIMIYHHM Ta CTPYKTYPHO-()a30BHM CKIAIOM, SIKUH SIKICHO Bigpi3HSETHCA Bif
MaTepialy OCHOBH.

Meroro poboTH € MOIIYK palioHaJbHUX KOMIIO3UIIMHUX MOPOIIKOBHX CEPEAOBHIL, LIO 0-
3BoJIsi€ C(OPMYBATH 3HOCOCTIHMKI 3aXMCHI IIapd Ha KOHCTPYKLIMHUX MaTepianax 3 pi3HUM BMICTOM
BYIJICIIO 3 BUKOPUCTAaHHAM TexHomoriuaux nporecis ECJl B sikocTi ontumizytodoro gaxkropy npuiH-
ATO MOBEPXHEBY TBEPIICTb, IO MPSAMOIIPONOPLIHHO BITMBAE HA 3HOCOCTIMKICTh B yMOBaX pPi3HUX BU-
IiB TepTa. BupimieHHs miei 3a7a4i 103B0Is€ 3a0€3IEUNTH JIOBTOBIUHICTh OOJIaJHAHHS B YMOBaX KOK-
COXIMIYHOTO BUPOOHHUIITBA Ta JETAIAX KOMYHAJIBHOTO MianpueMcTBa «Bomokanamy.

V pesyinbTaTi perpeciiHoro aHaslizy OTpUMYIOTHCS PIBHSIHHS, IO TOKa3ylOTh 3aJI€KHICTh 3HO-
COCTIMKOCTI 3aXMCHHUX MOKPHUTTIB Bil PSKUMY TEIJIOBOTO CaMO3aiiMaHHs Ta BMICTY JIETYIOUHX elleMe-
HTIiB. Y pe3yNbTaTi po3paxyHKiB OTPUMYIOThCSI HAaCTynHHi piBHsAHHS: Y, = 87,6 — 1,3X; — 1,3X, - 0,6
X3— 1,5 X + 1,5X2+ 3X57— 0,875X,X, + 2,125X,X; — 0,25X,X;. [lepeBipka aneKBaTHOCTI MOIEICH
MOKa3ye, 110 iX MO)KHA BUKOPHCTOBYBATH JUIS MPOrHO3YyBaHHS (QYHKIIH BiATYKY Hpu OyIb-IKUX 3HA-
YeHHSX (DaKTopiB, M0 MepedyBalOTh MK BEPXHIM 1 HUKHIM PIBHSAMHU. 3a JOOMOT'OI0 MaTEMAaTHYHOTO
TUTaHYBaHHS €KCIIEPUMEHTY 3HAYHO 3MEHIIYETHCA KUTBKICTh JOCHTIKEHb HEOOXiTHUX sl PO3PaxXyHKY
Koe(iLliEHTIB PIBHSHHS perpecii Ta OTpUMaHHA aAeKBATHOI MOJET, sIKa XapaKTepU3ye BILJIUB €JIeMEH-
TiB KIIC Ha ekcruryaTauiiiHi BIaCTHBOCTI cTaled 3 JErOBaHUMHU 3aXMCHUMH MOKPUTTAMH. [loBepxHi
BIITyKy OTPUMaHNX MaTeMaTHYHUX MOJIENEH MPEeCTaBIeHO TPUBUMIPHOIO IpadiqHOI0 3aJIEKHICTIO.

3a pe3yabTaTaMu JOCIiIKEHb, BUSBICHO, 10 Y MOPIBHSIHHI 3 MOKPUTTSIMA OTPUMAaHUMH B i30-
TEpPMIYHUX YMOBax MikpoTBepaicTh ctaii 45 3 mokpurrsamu orpumanumu B KIIC Buma B 1,8—2,0
pasm.
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