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COXE CHUTH, hard faced with chromium-boride crystols appliad
In poste form, is expaected to last chout elght times longer

i\
FOLLOW THESE EASY STEPS

H poste Is too thick, mix
with woter to thin out

Spread on obout 1716 in.
thick, asy if icing coke

Shovpen lire
plr:c:‘l
t
: = Cordon
Use about V4 -in.-din car-
bon, pointed like pencil

Weove quorter moons,
and use lowest omperoge

120

4 Lot posto dry-——the pre-
heot does the Job quickly

Use straight dc polarity
and hold carbon as shown

i

‘l,',' f,n",“a. ‘
RHRTTERNS

Raverse, overlap the pre-
vious stringer, as shown
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DOING THE JOB  continues

4—Spread Alloy in Pasté
Form as if Icing a Cake’

Sume hard-{acing matcrials come in pasie form, 38
thesg is chromium-boride, which reads 68 ta 72 on R
C seale. I has good resistance to extrems abray;
found in materialshandling chutes, fan blades, pump :
Inr]nr,‘ scraper I:‘l:du., ef\uhe: tln'u. sctew fonv;y::'\ . PR the m.:ng;:z;m::?:u I.m:‘t;
egainst corrosion and impaet, has hot-hsrdness qu.d'! . W?ﬂ,‘ A Mochhu‘:uﬂou of the bose
eney to apply, by carbon are or oxyacetylens toreh, § Wit do o tharough degreasing job

Applying Pasts. Clean base metal thoroughly., i( ' ’
scele or ruet, remove by grinding, shot-blasting o
with abrnsive cloth. Amount of preparntion needed g
on previous service of material to bo costed. Wach o
problems like oil-sonked casting
cause hard.surfocing job 10 fail. .

Ordinarily, preheat the work to sbout 100 F. Play orjed
lene flame or blow torch back and forth serass picce))
heats up slowly and evenly. ‘-

Pasta comed in cans, mixed with water. I it's 1o
odd water and stir lo the right consistency. Then spi)
on meial with a putty knife, o s2iffl brush or s pices o
Costing thickness runs about 1/16 in. Putting on th
is much like leing o cake. Next, let paste dry, The prea
evaporates the water quickly. . -

Swoating. If metal 10 be conted is 14-gage or lelly
axyacetylene or carbon arc torch. Spread pa: bout 1,
Hent haso meval up 1o swealing tempernture, Fusing
metal and paste will show as a dark line ahead of the g YN
flame. Move torch across work, keeping the dark line 28 "
of the flame. i

For metal of over 14-gage, use standard carbon e
of 3/16, 34 or 3 in. din, depending on thicknen of
metal. Have straight polarity with just enough curvéal)
maintain src. Flold carbon about 80 deg to the vertica

Using Cfnhun Are. Work with & quarter-moon weavin
1ion, not aver 2% times diameter of carbon. Point ca
pencil sharpener or by holding against grinding wheel
handled right, carbon melts so point stays as it should.
sbout 3 in. of carbon sticking out of holder.

Keep black spot of carbon floating on the surface jusis .
front of the point. After swenting-on firat weave, pans s
work and retumn with about hall the width of the =% hlml'
weave overlapping the firat, If you get porosity on the 0 L,
of the weave, pay no attention. It will disappear when\!3
overlap the next weave,

Use paste made of chromium-borlde crystals only on o
work that ls not to be finished. )

Swoaling-On Powder. Chromium carbide comes M3
powder, mixed with flux. Sprinkle it on the base mos!
fuse with o carbon arc or carbon arc torch for a smooth,
abrasion.resisting surface, which can be a9 thin as 0.0%

Hardness depends on mixing with base metal, runs ¢}
5461 Rockwell C for one layer and 5763 for sccond. Def
devalops ful) hardness In resisting scaling at high tem?
tures. Corrosion resisiance Is like that of stainless ¥
Don't use this type of alloy where impact Is grest.

—

I not baked oy, .

tungstan-corbide Inserts In
n top of “sandwikh” of sll-
feecicider "itrips “ond copper screen. Six
iegyfore’ butted together on this Job

pond-substltute alloys of Type
'{vee p 112) come es inserts of
shapes, Some contain 90 to 95%
9 carbide. Remaining 5 to 10%
5 K £l, cobalt, fron or other elamenta
Rei%.the desired properties.
S thes carbide plates to wearing
dusa hrating heat (torch
Xl not melt the carbide mate-
iey do “wet” ensily, so can be
280 metal surfaces.
b ¥ Stationary and moving grind.
[ the coal pulverizer shown
"7, Punishment from Impact and
!)“I'. they are hard faced with

i !

2 Flux surfoce of tho bate matal with.
brush. Bafare fluxing, cleon in car-

bon tetrachloride. Degreasing, ¢leaning

ond gritblasting must be done properly

Heoting to 1350-1400 F by the pro-
pane-als burners against underside of
bots mete) bonds the Inserts. Test
bond by tone of @ hammer blow o3 thown

'5—Brazing Tungsten-Carhide

inserts of tungeten carbide. Here are
steps In typical application:
Oporailons. (1) Machine suriace of
bass metal to be hard-faced. (2) De.
grease with trichlorethylene, clean with
carbon tetrachloride. (3) Grit-blast
tungsten-carbide inserts with silicon.
carbide grit to remove surface oxides
and other filma. ~ - .
(4) Flux machined surface of bsse
metal with brugh. (5) Cut sirip silver
(ellver solder) 1o size and dip in Rux.
Then pul in position on base metal. (6)
Dip a copper sereen or ‘enpper sheet In
flux and place on strip silver. Because

Position sifver-soldar strips ofter flux-
Ing. Ploce one strip on base metal,
o copper screen on the. soider strip
ond second solder strip on copper: flux

C P

Attaching hard-foced pog to moving

rotor of coal pulvarizer. Cool geots
pulverized by impact and otirltion be-
tween moving and stationary pogs shown

Plates

insent’s coeflicient of expanslon is not
the same as the base metal's, always put
copper between, This olso takes im-
pact shock, as inserts are hard, with
no “give.” (7) Flux sccond strip of sil-
ver alloy and placs on copper. (8) Put
inserts in position on top loyer of strip
oflver. (9) DBrasze by directing flame un-
der base metal until both strips of silver
melt. (10} Test bond by tapping in-
serts with s hemmer. Tone indicates the
quality of the bond.

Tungsten ocarbide can also be used
to tip your maintenance tools. Tech-
nique is same as explained on this page.
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