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Abstract: The economic loss arisen from the abrasion wear have been increasing at
every industrial field. To reduce the economic loss we developed a new process ,
which is named MAHa process(Metallic Adhesives for HArdening).

MAHa process is a process to weld tungsten carbide(WC) to the surface of a plain
carbon steel so that it may stay longer under the severe abrasive environment. The
depth of the WC layer ranges from 0.5 mm to 5 mm. Compared with the conventional
technology, arc-augmented welding which bonds WC on the flat surface only, MAHa
process has the merits that it can make a robust WC layer on the round or
wave-shaped surface also.

How to turn the WC powder into a flexible mat is the key technology of the MAHa
process. We invented new polymer materials to accomplish such a goal and both the
MAHa process and the invented materials were applied for patents.

For the application, the inner wall of elbow of Concrete Pump Truck(CPT) was
maharized(MAHa process-treated) and the new WC layer on the inner wall was made
successfully. The elbow was equipped to a CPT.

Key words- WC welding, maha process, elbow, wear amount, CPT.
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Fig. 2. Flexible Mat

Table 1. Components of Maha process

F ¥ Polymer WC BNi2
Maha mat 1 wt% 99 wt% *
Binder mat 1 wt% * 99 wt%
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Fig. 3.
Micro-structure of WC layer (X500)
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Table 2. Comparison of wear amount
between steels and the maha

SM45C
B2 +% 3
T ng}3 (Q/T) n}- &}
vl 2 F(g) 0.133 0.250 0.026
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