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Abstract. The article investigates the effect of iron content on the phase composition, microstructure, mechanical 
properties and electrical conductivity of the Si-0.6% Mn-0.5% aluminum alloy. Experimental alloys with iron content 
ranging from 0.1% to 2.0% were studied using X-ray diffraction analysis (XRD), optical and scanning electron 
microscopy, hardness and tensile strength testing, as well as eddy-current conductivity measurements. It was 
established that an iron content of 0.8% provides the most optimal balance of properties: hardness - 60 HB, tensile 
strength - 170 MPa, ductility - 16%, and electrical resistivity - 33 μΩ·m. With further increase of iron concentration, 
hardness and strength increase but electrical conductivity decreases significantly due to the formation of AlFeSi and 
Al₃Fe phases. The obtained results demonstrate that controlling the iron content allows optimization of aluminum 
alloys for application in electrical engineering, construction and automotive industries, where both high mechanical 
strength and stable conductivity are required. 
 

Keywords: aluminum alloy, iron, phase composition, hardness, electrical conductivity, phase diagram, 
microstructure, heat treatment. 
 

Introduction 

Aluminum alloys are among the most demanded structural materials due to their low density, high corrosion 
resistance, and technological flexibility. They are widely applied in the aerospace, automotive, construction, and 
electrical industries [1]. However, achieving a balance between mechanical properties and electrical conductivity 
remains a challenging task for alloy developers. 

One of the key factors influencing the performance of aluminum alloys is the presence of iron impurities. 
Iron is an unavoidable element in most aluminum alloys, and depending on its content it can either improve strength 
or significantly deteriorate ductility and conductivity [2]. Previous studies have shown that excessive iron leads to the 
formation of intermetallic compounds such as Al₃Fe and AlFeSi, which cause embrittlement and reduce the electrical 
conductivity of alloys. At the same time, controlled addition of iron in limited amounts may improve hardness and 
tensile strength. 

Despite the large body of research, most works have focused on Al-Si, Al-Mn or Al-Zr alloys separately, 
whereas systematic studies of the Si-0.6% Mn-0.5% system with varying Fe content are limited. The scientific gap 
lies in the absence of quantitative data on how gradual changes in iron concentration affect the phase composition, 
microstructure, mechanical strength and electrical conductivity in this particular system. 

The purpose of this research is to determine the optimal iron content in the Si-0.6% Mn-0.5% aluminum alloy 
that ensures the best combination of strength, ductility, and electrical conductivity [3]. It is expected that the 
experimental results will identify a specific Fe concentration that balances these properties, thus contributing to the 
development of new high-performance aluminum alloys for engineering and electrical applications. 

 
Materials and methods 

Samples of Si-0.6% Mn-0.5% alloy with different Fe contents were prepared for testing. The samples were 
obtained by casting into a metal mold followed by heat treatment at 550 °C within 4 hours. 

Aluminum alloys with different iron contents in the range from 0.1% to 2% were used for testing. The alloys 
were prepared by melting and chill casting, and then subjected to the thermal analysis. 

The chemical composition was determined using a Vanta Element-S metal analyzer (Table 1). 
 

Table 1. Chemical composition of experimental aluminum alloys of the Al-Si-Mn-Fe system (wt. %) 

No. Name Si Mn Fe Al (the rest) 

1 Alloy 1 0.6 0.5 0.1 The rest 

2 Alloy 2 0.6 0.5 0.3 The rest 

3 Alloy 3 0.6 0.5 0.5 The rest 

4 Alloy 4 0.6 0.5 0.8 The rest 

5 Alloy 5 0.6 0.5 1 The rest 

6 Alloy 6 0.6 0.5 1.5 The rest 

7 Alloy 7 0.6 0.5 2 The rest 

 
The X-ray diffraction analysis (XRD) was used to identify the phases and their volume fractions. The X-ray 

phase analysis was performed on an EMPYREAN diffractometer with CuKα radiation, which ensured high accuracy 
of phase identification. X-ray diffraction showed that with increasing the iron content,  in the alloy new phases were 
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formed. With the iron content of up to 0.8%, α-Al and Si remain the main phases; and the AlFeSi phase also appears. 
With increasing the iron content to 2%, the phase components AlFeSi and Al₃Fe begin to predominate, which leads to 
significant changes in the microstructure [4]. The TTAL8 database of the ThermoCalc software package was used for 
the study. It includes the information of the phases formed in aluminum alloys. Figure 1 shows the polythermal 
sections of the Al-Fe-Si alloy at 450 °C and 600 °C. 

 

 
a)                                                                                                              b) 

Fig.1. - Polythermal sections of the phase diagram of the Al-Fe-Si system at 450 °C (a) and 600 °C (b) 

 

The microstructure was studied using optical (Magus Metal VD700 BD LCD) and scanning electron 
microscopy (TESCAN VEGA 3) [5-6]. 

According to the literature data, metallographic studies using a scanning electron microscope showed that 
with increasing the iron content in the alloy, aggregation of the AlFeSi and Al₃Fe phases occurs, which leads to a 
coarser structure with increasing the grain size. Alloys with the iron content of 0.8% have the most optimal 
microstructure with the uniform distribution of phases and smaller grain sizes (Figure 2). 

 

 
а                                                                              b                                                                          c 

 
a) after annealing; b) after quenching from 530°C; c) after quenching and artificial aging at 250°C 

 
Fig.2. - Microstructure of the aluminum alloy of the Al-Fe-Si system under different heat treatment conditions (x250) [7] 

 
Figure 3 shows the microstructure of Al-Si-Mn-Fe alloys with variable iron contents obtained using a 

scanning microscope. Micrograph 3a shows the formation of primary aluminum grains (designated as (Al)) and 
precipitation of the intermetallic phase Al₆Fe. These phases are formed along the grain boundaries of aluminum. 
Micrograph 3b shows a further change in the microstructure. In addition to aluminum grains (Al), there are 
precipitates of the intermetallic phase Al₃Fe [8-10]. Their size and distribution indicate increasing the iron content of 
the alloy, which contributes to changing the phase composition. Micrograph 3c shows that with increasing the iron 
content in the alloy, intermetallic compounds of a more complex composition are formed, such as Al₃Fe₂Si. The phase 
is distributed along the grain boundaries, which indicates a significant effect of iron on the microstructure of the alloy. 
Micrograph 3g shows the microstructure characterized by the formation of large intermetallic phases of Al₃Fe₂. 
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These changes in the microstructure demonstrate how the iron content of aluminum alloys affects the phase 
composition. Increasing the iron concentration promotes the formation of more complex intermetallic compounds, 
which in turn affects the mechanical properties and electrical conductivity of the alloy. 

 

 
 

Fig.3. - Detailed microstructure of Al-Si-Mn-Fe alloys with variable iron contents 

 

Vickers hardness was determined using a Willson 1150 hardness tester with the following parameters: the 
load 50 N, the holding time 15 s. 

To determine tensile strength, an Instron universal testing machine with the 100 kN load frame was used. The 
tests were carried out using standard cylindrical samples in accordance with the ASTM E8/E8M standard [11-13]. The 
setup was equipped with highly sensitive sensors that ensured the measurement accuracy and reproducibility of 
results. 

The measured values of hardness and strength show that increasing the iron content leads to increasing the 
alloy hardness but reduces its ductility. The most optimal mechanical properties are observed in the alloys with the 
iron content of 0.8%, which is caused by the balance between strength and ductility. 

 
Table 2. The iron content effect on the mechanical properties of aluminum alloys of the Al-Si-Mn system 

No. Fe content, % Hardness, HB 
Tensile strength, 

MPa 
Plasticity, % 

1 0,1 45 120 20 

2 0,3 55 140 19 

3 0,5 58 160 18 

4 0,8 60 170 16 

5 1,0 70 180 15 

6 1,5 80 210 12 

7 2,0 90 220 10 

 

For each alloy, specific electrical conductivity was measured using the eddy current method on a VE-26NP 
device, and then converted into specific electrical resistance [14-16]. 

Electrical conductivity measurements (Table 3) showed that with increasing the iron content, electrical 
conductivity of the alloy decreased significantly. This was due to the formation of the AlFeSi and Al₃Fe phases that 
affected the movement of electrons and reduced the overall conductivity of the material. For alloys with the iron 
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content of 0.8%, the minimal decrease in electrical conductivity was observed, which made them optimal for use 
where good conductivity was important. 

 
Table 3. Changing electrical conductivity of aluminum alloys of the Al–Si–Mn system depending on the iron content 

No. Fe content, % Electrical conductivity (μΩ⋅m) Basic phases 

1 0.1 38 α-Al, Si 
2 0.3 37 α-Al, Si 
3 0.5 35 α-Al, Si, AlFeSi 
4 0.8 33 α-Al, Si, AlFeSi 
5 1.0 30 α-Al, Si, AlFeSi, Al₃Fe 
6 1.5 25 α-Al, Si, AlFeSi, Al₃Fe 
7 2.0 20 α-Al, Si, Al₃Fe 

 

Discussion 

Optimization of the phase composition of aluminum alloy Si–0.6% Mn–0.5% by changing the iron content 
reveales patterns that can be used to improve the mechanical properties and electrical conductivity of materials. The 
greatest improvement in strength characteristics and the minimum decrease in electrical conductivity are observed at 
the iron content of 0.8%, which makes this composition optimal for various technical applications requiring good 
mechanical properties and electrical conductivity comparison. 

The diagram provided shows the key indicators for various alloys. For alloy 3 (0.8% Fe), the following 
important aspects can be noted (Figure 4). 

The electrical conductivity value is slightly lower than that of alloys with a lower iron content but high 
enough to remain acceptable for engineering applications. Alloy 3 has the optimal hardness (about 60 HB), which 
provides sufficient strength for most engineering tasks. Strength reaches the maximum level (about 170 MPa), while 
maintaining a balance between strength and ductility. Although ductility is slightly lower than that of alloys with a 
lower Fe content, it remains acceptable (about 16%), which makes the alloy suitable for structural materials. 

 
 

 
 

Fig.4. - Results of studying the iron content effect on the properties of aluminum alloys 

 
Alloy 3 (0.8% Fe) exhibits the most optimal combination of properties, including high strength, good 

hardness and sufficient electrical conductivity. This makes it an ideal choice for industrial applications where it is 
important to ensure a balance between mechanical properties and electrical conductivity. 
 

Conclusion 

Changing the iron content in Si–0.6% Mn–0.5% aluminum alloys has a significant effect on their phase 
composition, microstructure, mechanical properties and electrical conductivity. The optimal iron content is recognized 
to be 0.8%, which provides a combination of high strength, ductility and electrical conductivity. This makes this alloy 
promising for a wide range of engineering tasks. 

This alloy is especially suitable for use in structures that require high strength and stable conductivity, such 
as in the aviation, automotive and construction industries, as well as for electrical components. In addition, the study 
shows that the iron content of 0.8% contributes to increased corrosion resistance, which expands the scope of its 
application in aggressive environments. 
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Optimization of the phase composition and microstructure of this alloy opens up opportunities for further 
studies aimed at improving performance characteristics. Adjusting the iron content is the key tool for developing 
materials with specified properties that meet present day industrial requirements.  

Thus, the developed aluminum alloy with the optimal iron content of 0.8% can become the basis for 
developing new materials with improved characteristics. This opens up prospects for its application in the production 
of electronics, energy equipment and high-tech structures. 
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Abstract. This work is the result of continuation of the research in the context of vibration parameters studying while 
the generation of an amplitude-frequency modulated signal of a shock-vibration seismic installation. The testing 
bench simulates the operation of the installation. There are two circuits – low-frequency and high-frequency 
oscillations in the testing bench. The article presents the results of research on separate operation of high-frequency 
and low-frequency generators. The main resonant frequencies during generators operation were determined in the 
study. These frequencies can be adjusted by changing the average pressure in the elastic shells. It is possible to reduce 
the nonlinearity of the vibration system of the experimental stand by increasing the average pressure in the hydraulic 
system. The system behaves in the same way with an insignificant difference in the resonant frequencies and 
amplitude values of the main resonant peak, with separate excitation of oscillations from high-frequency and low-
frequency generators. The frequency of additional resonance is determined. This frequency is explained by several 
degrees of freedom of the vibration mechanism mechanical system. Possible modes of loading the system by 
oscillation generators are determined. 
 
Keywords: vibration parameters, hydro-volume vibration mechanism, nonlinearity of the system, dynamic 
characteristics 
 
Introduction 

The issues of studying the parameters of vibration that accompanies the operation of various equipment [1-6] 
or is generated by technical systems [7-10] are always of great importance. 

One of the areas of scientific research is vibration seismic exploration [11-15].  
This research is a continuation of scientific articles [14, 15]. The purpose of the articles is to generalize the 

achieved results concerning the development of a shock-vibration source of seismic signals that generates an 
amplitude-frequency modulated signal. 

It is proposed in the research [14] a design scheme of a seismic source with a vibration system and an impact 
mechanism. A hypothesis is put forward about the validity of replacing the fall of the load on its swinging-oscillatory 
motion in the research [15].  

This motion is formed by the second oscillatory circuit, thus the hydro-volume mechanism consists of 
• an oscillatory system with two circuits – low-frequency and high-frequency; 
• a system for forming the initial pressure p0; 
• a load that presses the mechanism to the ground. 

Experimental studies were first conducted with one generator – high-frequency, then – low-frequency. 
The frequency change range is 1=040 Hz and 2=040 Hz. 
The scheme for conducting experimental studies of dynamic characteristics is shown in Figure 1. 
 

  
а)     b) 

 
a) high-frequency; b) low-frequency x is the output signal; dp1(2) are the pressure drop; φx1(2) and φdp1(2) are the phase 
shift angles  

 
Fig. 1. – The scheme of conducting of the experimental studies with excitation by generators:\  

 

To analyze the obtained results, dependency diagrams were constructed (Fig. 2, 3): 
• natural frequency ω0 from the values of inputs Х1and Х2, and average pressure р0; 
• coefficient of the ratio of the resonant amplitude of oscillation хrеs from the values of inputs Х1 and Х2 
 ���� � ������� ! .                                                                                          �1! 
 
Modeling according to the system (2) [14], supplemented by formulas 
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, ;                                                                                  �3! 

 
was carried out with the initial pressure value p0=1 MPa. 

Let us recall [14] that the following notations are used in formulas (2, 3): 
• m is the weight of the load; 
• V is the movement speed of the movable body of the actuator; 
• х is the current movement of the moving body. 
The rationale for choosing the mean value will be studied in the next paper. 
 

 
a       b 

Fig. 2. – Dependences of the natural frequency ω0 on the values of the average pressure р0 and inputs and Х1 and Х2: 
a – Х1; b – Х2; ММ – mathematical model 

 

 
 

Fig. 3. – Dependence of the coefficient of the ratio of the resonant amplitude of oscillation �res on the value of the inputs Х1 and Х2 at p0=2 МPa 

 
The results of the studies (Fig. 4, 5) [15] showed that the dynamic system of the vibration mechanism has 

(according to average values): 
• the main resonance along the x coordinate and the pressure drop dp at the frequency 

 0, � 01 � 23 4 4 Н7; 
• additional resonance along the x coordinate 

 ωх´415.5 Hz; 
 

• additional resonance along the pressure drop dp 
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023> 4 3.5 Hz. 
 
When comparing the obtained data (Fig. 4, 5) [15], we can conclude that: 
• the obtained model, in the first approximation, describes the dynamic characteristics of the system relatively 

well; 
• with different excitation options (from one or the other generator), there is a slight difference in the resonant 

frequencies of the first 01 and second generators 02 
 ∆0, � 0,�@�! A 0,�@ ! 4 0.1 Hz, 

 
i.e. the oscillatory system of the vibration mechanism behaves almost identically when exposed to the generators. 

At the same time, the linear model does not explain the presence of: 
• additional resonance along the x coordinate at a frequency of ~15.5 Hz; 
• a decrease in resonant frequencies with an increase in the Х1(2) input (Fig. 2); 
• a change in the value of the coefficients (Fig. 3). 

 
1 Theoretical and Experimental Research 

To assess the applicability of the developed linear mathematical model of the vibration mechanism, we will use 
the results of experimental studies [16-22]. It was found that a loop characteristic is observed between the change in 
volume dW and the pressure drop dp (Fig. 4, 5). This indicates the existing phase mismatch between dW and dp. 
Moreover, the direction of the loop indicates the accumulative properties of the shells. 

 

 
 

x1, x2 are the coordinates of the plungers moving; S1, S2 are the area of the generators plungers;  
S is the operating area of the actuator; kS1=S1/S and kS2=S2/S are the area ratio coefficients; W1, W2 are liquid volumes 
supplied by high and low frequency generators to the HPH; W0, dW is the initial fluid volume in the shells and its 
change; β is the coefficient of elasticity of the liquid в HPH;  
dp is the pressure drop in operating cavities; Fd is the driving force 

 
Fig. 4. – Segment of structural diagrams of a hydrovolume vibration mechanism 
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Fig 5. – Experimental characteristics of volumetric elasticity of HPH at W1=0.4410-6 m3, р0=4 МPа, 1=40 Hz 
 

Other factors influencing the nonlinearity of the system are: 
• variable initial pressure p0;  
• variable compression area of elastic shells S.  
In the research [14], was shown a nonlinear relationship between the strain force of the HPH F and the amount 

of their deformation x. In this case, a typical dependency is subject to analysis: 
 *C � D3��! ⋅ )�, 

 
where Fd are the force transmitted through the HPH to the «ground», the driving force;  

Сp is the hydraulic stiffness due to volumetric deformation;  
dx – deformation of HPH. 

 
Fig 5. – Hydraulic stiffness of shells (polynomial approximation) 

 
Thus, the system of equations (2) [15] can be rewritten as follows 
 )� � ��> + � > A �; *2 � D3��! ⋅ )х; *G � α ∙ %;   *1 � D, ∙ �; )* � *2 A *G A *1;                                                                        (2) 
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%�&! � 1' ( )*)&+
, ;                                                                                       

��&! � ( )%�&!)&+
, .                                                                                       

 
where  is the coefficient of viscous losses in the oscillatory circuit;  

С0 is the stiffness of the main elastic bonds;  
dF, Fx, FV  are the force from the current deformation of the HPH, the force of the viscous internal resistance. 

The final structural diagram of the hydrovolume vibration mechanism is shown in Figure 6 [23]. 
The non-constancy of the average pressure leads to a change in the stiffness of the shells Ср and the total 

stiffness of the system С. With an increase in the average pressure, the stiffness (slope of the characteristic) increases 
(Fig. 6) and the nonlinearity of the system decreases. 

In this case, with separate excitation from each generator, symmetrical high-frequency and low-frequency, 
the link Ср(х) is described by different equations: 

 *C � 0.889 ∙ �L + 4.687 ∙ � �after simplification! 
and *C � 0.444 ∙ �L + 1.329 ∙ � + 2.344 ∙ �. 
 

 
Fig 6. – Detailed structural diagram of a hydrovolume vibration mechanism with nonlinear connections 

 
The presence of additional resonance can be explained by the fact that the system has at least three degrees of 

freedom, and not one along the vertical axis, designated and considered as the x coordinate (Fig. 7) [24,25]. 

 
a)    b) 

 
a) considered (with one degree of freedom); b) real (with three) 

 
Fig 7. – Mechanical system of the vibration mechanism 

 
 
Since during the oscillation process the energy of oscillations along the main coordinate x is pumped into the 

energy of oscillations along the coordinate y and  [24]. In a real machine, which uses the energy of a load 
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periodically falling in a certain guide housing, which has one degree of freedom in the vertical plane, there are no such 
phenomena. Therefore, side resonances are not considered in detail in this work. 

Based on the experimental data obtained on the vibration stand, it is possible to: 
• draw a conclusion about the degree of influence of a particular generator on the amplitude of the movement 

of the «output link» (Fig. 8); 
• propose loading modes of the oscillatory system for further research into the possibility of exciting a 

combined signal with the simultaneous operation of two generators. 
In this case, loading modes are understood as the ratio of the value of the input of one generator to the input of 

the other. 
Based on the obtained equations, a system of equations was compiled: 
 \�� � 0.745 ∙ � + 0.179� � 0,597 ∙ � + 0.185. 
 
The calculation carried out in the Mathcad program demonstrated the following result (Fig. 9): the generators 

load the oscillatory system (x=0.7 mm) almost equally with the input values X1=0.603≈0.6 mm and X2=0.701≈0.7 
mm. 

We accept the ratio of the inputs ��� � 0.60.7.                                                                                          �1! 

 
Fig. 8. – Dependence of the amplitude of the oscillation of the «output link» on the input Х1 and Х2 

 
Fig. 9. – Calculation results 

 
Let us derive the relation (1) theoretically. The condition that determines the same disturbing effect on the 

movement of the “output link” x 

 

W1=W2 
or  � � �� ]�] ,                                                                                       �2! 

 

where S1 is the working area of the high-frequency generator, which has four plungers with a diameter of d1=7 mm.  



Material and Mechanical Engineering Technology, №3, 2025 

14 
 

Liquid is pumped into the HPH by two pistons: ]� � 2 ^ · )� 4 � 76.996 mm ,                                                                      �3! 

 

where S2 is the working area of the low-frequency generator with a plunger diameter d2=9 mm 
 ] � ^ · )  4 � 63.617 mm ,                                                                        �4! 

 
Based on the values of areas (3, 4), given the value Х1=0.6 mm, using formula (2) we obtain 
 � ` � 0.6 ∙ 76.9763.62 � 0,725 mm,                                                                     �5! 

 
The error will be ∆� � � ` A � � ` � 0.725 A 0.70.725 ∙ 100% � 3.44 %.                                                    �6! 

 
From (6) we conclude that the experimentally found ratio X1/X2 (1) can be accepted for operation. 
In further studies we will accept the loading modes (1:1, 1:2, 1:3): 
 ��� � 1.21.4 � 1.22.8 � 1.23.2.                                                                             �7! 

 
Conclusion 

The working resonance frequency of the low-frequency generator has been found, which can be adjusted by 
changing the average pressure р0. 

With an increase in the average pressure, the stiffness of the system increases, thereby reducing its 
nonlinearity. 

The system “responds” equally to the disturbing effect of one or another generator. There is insignificant 
difference in resonance frequencies and amplitude values of resonance peaks. 

The presence of additional resonance at frequency ''
*  is explained by several degrees of freedom of the 

mechanical system of the vibration mechanism. 
It has been established that both generators can be adjusted to the same disturbing effect of the mechanical 

system. 
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Abstract. The aim of this study is to conduct a comprehensive comparative analysis of the stress-strain state of a 
restored busbar punching tool in order to improve its durability and performance. An overview of existing industrial 
methods for restoring punches and dies was carried out, including surfacing, welding, hard-facing, and thermal 
treatment approaches. The analysis showed that although these methods are widely used, each of them has inherent 
advantages and limitations related to cost, technological complexity, and the resulting service life of the tool. To 
overcome these challenges, a novel restoration technique is proposed, which involves replacing the worn working part 
of the busbar punching tool with a carbon steel insert. Numerical modeling of the stress-strain state of the restored tool 
was performed using the ANSYS software suite. The finite element simulations allowed for a detailed investigation of 
stress distribution, deformation patterns, and contact force distribution in the critical working zones of the tool under 
operational loads. The obtained results made it possible to identify the most heavily loaded regions of the structure, to 
compare them with the original tool design, and to assess the effectiveness of the proposed restoration method. The 
study demonstrated that the use of a carbon steel insert not only reduces localized stress concentrations but also 
contributes to extending the operational reliability and service life of the busbar punching tool. The findings of this 
research provide a practical contribution to the modernization and repair of punching tools, offering an economically 
viable and technically effective alternative to full tool replacement.  
 

Keywords: busbar punching tool, mold, restoration, wear resistance, stress-strain state. 
 
Introduction 

In modern mechanical engineering, up to 70–80% of parts are manufactured using cutting operations, which 
ensures high productivity at relatively low production costs. In the design of technological processes and die tooling, 
the durability of the working tool becomes particularly important, especially in the case of busbar punching tools that 
are subjected to high contact loads and impact forces [1].  

The main factors limiting the service life of cutting dies include abrasive and adhesive wear, chipping of 
cutting edges, tempering of the surface layer, and local thermal damage. These types of wear directly affect the 
accuracy, quality, and dimensional stability of the manufactured parts. Wear of the working elements can increase the 
labor intensity of the cutting process by up to 40% and the cutting resistance by up to 20%, compared to tools with 
sharp edges. In addition to improving the wear resistance of new tools, an important direction is the restoration of 
worn working elements, including busbar punching tools. These measures help extend the service life of expensive 
tooling, reduce the cost of purchasing new equipment, and minimize production downtime. 

Research aimed at determining the applicability of punching operations, the extent and nature of wear, and tool 
consumption was carried out at several industrial enterprises in Kazakhstan. In particular, practical analysis and data 
collection were conducted at the following production facilities: Karaganda Zharyk LLP, Astana Electromechanical 
Plant LLP, Almaty Electromechanical Plant LLP, Asia Trafo LLP, and Kentau Transformer Plant JSC [1, 2]. 

The results of the research conducted under industrial conditions confirm the high degree of wear experienced 
by busbar punching tools during operation. It was found that the punches and dies comprising these tools are subject 
to intensive abrasive wear, edge chipping, and fragmentation of the working surfaces. Due to the nature of their 
operation, punching tools are classified as heavily loaded, since they come into direct contact with the pressed metal 
under conditions of high temperature, significant specific pressure, and intense friction. One of the most critical 
factors contributing to reduced tool life is overheating, which leads to a decrease in the strength properties of the tool 
material. This results in reduced hardness, plastic deformation, and in some cases, failure of the working elements. 
Exceeding the tempering temperature of the die material during pressing is especially critical, as it can cause 
deformation, loss of shape, and tool failure. 

Operating conditions are also characterized by sudden dynamic loads caused by uneven distribution of pressing 
forces. These impact loads require a combination of high hardness and sufficient impact toughness in the tool, which 
is difficult to achieve with conventional tool steels and alloys. In most cases, the contradiction between hardness and 
toughness becomes the decisive factor in tool failure under sudden load changes. Moreover, uncontrolled release of 
pressure at the end of the operation can lead to microcracks and subsequent tool breakage. 

Figure 1 shows photographs of broken or worn-out busbar punching tools. 
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a) b) c) 

 
Fig. 1. - Broken or worn-out busbar punching tools 

 
Given the high wear rate, busbar punching tools are most often designed as replaceable components. This 

design choice necessitates their regular replacement or restoration. In this regard, the task of improving the design and 
manufacturing technologies of such tools becomes highly relevant, aiming to enhance their operational durability, 
reduce maintenance and replacement costs, and increase the overall efficiency of pressing operations. Key directions 
in ensuring the reliability and longevity of busbar punching tools include the development of new design solutions, the 
application of modern wear-resistant materials and coatings, and the optimization of equipment operating modes. 

Thus, the comprehensive development of methods for enhancing the wear resistance and restoration of 
stamping tools is a crucial step toward improving the reliability of technological tooling, increasing product quality, 
and reducing production costs. The conducted studies have shown that various methods and approaches are used to 
restore tools and technological equipment. One of the most effective restoration approaches is surfacing the working 
surface with wear-resistant material. 

Work [3] describes the plasma surfacing method as an effective means of restoring and improving the wear 
resistance of stamping tool surfaces that frequently fail. The process uses a high-temperature plasma jet (up to 
15,000°C, formed using argon and helium) to melt the filler material and apply it to the surface of the part. Special 
attention is given to the selection of material, application technology, and optimization of surfacing parameters 
(current strength, torch distance, powder feed rate) to ensure high-quality coating. Recommended parameters include a 
current of 55–60 A, a distance of 10–12 mm, 3–4 passes with intermediate cooling, and the necessity of powder 
drying and sieving. The main drawback of the method is its high sensitivity to process parameters and the need for 
careful preparation of powder materials, as failure to comply with the technology may result in coating defects and 
damage to the part. 

The study in work [4] focuses on restoration methods for bending dies that wear out during the production of 
parts such as brackets. Based on analysis of material properties and wear characteristics, the authors proposed and 
tested three methods: brazing of hard alloy plates, surfacing with welding electrodes, and laser surfacing with powder 
materials. Testing on samples made of U10A and Kh12M steels-including microstructural analysis and hardness 
measurements-demonstrated that the most effective methods for restoring strong and wear-resistant surfaces are 
welding with OZh-3 electrodes and laser powder surfacing. The application of these methods, as well as the potential 
replacement of die material with Kh12M steel, can significantly increase the service life of the dies and improve 
production performance. 

In conclusion, the analysis of existing restoration methods shows that each method has its own advantages and 
limitations, and effectiveness largely depends on the type of damage, accuracy requirements, and available resources. 
Modern technologies offer high precision and minimal thermal deformation but are associated with high costs for 
equipment and personnel training. Traditional methods remain relevant for restoring large surface areas, although they 
require careful control and subsequent processing. The most rational approach appears to be the integration of 
different methods based on the specific task, which allows for optimizing the repair process, extending tool life, and 
reducing production costs. 

As part of these efforts, the Department of Technological Equipment, Mechanical Engineering, and 
Standardization is carrying out a scientific project. The project focuses on the restoration and enhancement of the wear 
resistance of busbar punching tools. Particular attention is given to identifying design and technological solutions 
capable of addressing the shortcomings identified in the literature. As a result of the conducted research, a new tool 
design has been proposed, offering improved strength characteristics, maintainability, and operational durability. The 
aim of this study is therefore to conduct a comprehensive comparative analysis of the stress-strain state of a restored 
busbar punching tool in order to improve its durability and performance. 
 
1. Methods and materials 

As a result of the scientific research, a new tool design has been proposed, featuring improved strength, 
maintainability, and operational durability. This design is based on a composite concept that allows for the 
replacement of the most wear-prone working element without the need to discard the entire tool body. Such an 
approach not only enhances service life but also provides significant economic benefits by reducing repair costs and 
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downtime in production. Figure 2a presents a sketch of the working part of the composite tool, illustrating its key 
design features. 

The present research, carried out in the laboratories of the Department of Technological Equipment, 
Mechanical Engineering and Standardization and the Welding Institute of Abylkas Saginov Karaganda Technical 
University, continues earlier work aimed at increasing the durability and wear resistance of tooling equipment. Within 
the framework of this study, both worn-out tools retrieved from production lines and newly manufactured components 
intended for the assembly of composite tools were investigated. This made it possible to combine practical 
observations with controlled experimental analysis. 

At the initial stage, a thorough examination of the actual condition of the worn working part of the tool was 
performed (Fig. 1). According to earlier studies and experimental data, this component is subjected to severe 
operational loads, including high contact pressures, cyclic thermal stresses, and abrasive wear. As a result, it often 
exhibits surface damage such as intensive wear, chipping, and the formation of micro- and macro-cracks. These 
defects critically affect the accuracy of busbar punching operations and can ultimately lead to premature tool failure. 
The detailed assessment carried out at this stage provided a basis for evaluating the extent of material degradation and 
determining the necessity and scope of restorative measures. 

In the preparation stage, the worn working part of the tool was carefully removed by mechanical processing 
(Fig. 2b). This ensured that the remaining body of the tool could be preserved and reused without compromising its 
structural integrity. At the same time, new working inserts of different diameters were manufactured in order to carry 
out comparative testing and validation of the proposed composite design (Fig. 2c). The inserts were produced from 
carbon tool steel U10A, a material widely recognized for its favorable balance of hardness, wear resistance, and 
machinability. Its selection was substantiated in earlier phases of the research [5], where U10A demonstrated stable 
performance under cyclic mechanical loads and suitability for subsequent heat treatment aimed at enhancing strength 
and toughness. 

By integrating these preparatory steps, the foundation was laid for a systematic evaluation of the composite 
tool’s stress–strain state, enabling the subsequent modeling and experimental verification phases of the study. 

 

   
a) b) c) 

 
Fig. 2. - Sketch of the composite tool design (a), the prepared guiding part of the tool (b), and new working parts of various diameters (c) 

 
The working parts made of U10A steel underwent heat treatment in an SNOL 3/1100 laboratory muffle furnace 

at the International Materials Science Center of Abylkas Saginov Karaganda Technical University (Fig.3a). This 
operation is critically important for forming the required microstructure and achieving the necessary physical and 
mechanical properties, which are essential for the tool’s durability. 

For carbon steels, typical heat treatment regimes include: normalization – heating to temperatures above the 
critical points (approximately 800-850°C), followed by holding and air cooling; quenching – heating above the critical 
temperatures with holding and rapid cooling in water, oil, or salt solutions; tempering – heating the quenched steel to 
a temperature below the critical point, holding it, and then cooling to achieve the desired toughness. 

After heat treatment, the assembly of the composite tool was carried out. The working part was inserted into 
the guiding part for subsequent permanent joining (Fig.3b). 

 



Material and Mechanical Engineering Technology, №3, 2025 

19 
 

  
a) b) 

 
Fig. 3. - Heat treatment in the SNOL 3/1100 muffle furnace (a) and the tool assembly process (b) 

 
The wear of the working surface of the busbar punching tool is largely determined by its stress–strain state in 

the deformation zone. Given the multi-stage nature of the punching processes, it is advisable to use mathematical 
modeling, which enables an unlimited number of virtual experiments with minimal labor costs [6]. 

To study the stress–strain state of the busbar punching tool, a numerical simulation method was employed 
using the ANSYS software package. In particular, the Explicit Dynamics module was utilized for effectively tracking 
the propagation of shock waves, analyzing large deformations, and predicting material failure. 

 

  
a) b) 

 
Fig. 4. - Finite element model of the tool (a) and punching scheme (b): 1 – punch; 2 – punch holder; 3 – buffer; 4 – spring; 5 – washer; 6 

– workpiece; 7 – die 
 
 
2. Results and discussion 

A finite element model of the studied object was developed within the simulation environment. To improve 
computational efficiency and reduce calculation time, a symmetric quarter-section of the full model was used for 
simulation (Fig.4a). 

At each stage of the modeling process, the stresses, deformations, and distribution of contact forces in the 
working zones of the tool were determined. The obtained results made it possible to identify the critically loaded areas 
of the structure and assess the effectiveness of the proposed restoration and modernization methods. 
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Fig. 5. – Stress-strain state of the composite tool 
 
The highest stresses, indicated in red on the color scale, are concentrated exclusively at the cutting edge of the 

tool. As the distance from the cutting edge increases into the body of the tool, the stress values drop sharply, 
transitioning from maximum to significantly lower levels. 

For the working part of the tool made from carbon tool steel, the value of 847.27 MPa is considered significant. 
Carbon tool steels (e.g., grades U8, U10, U12), after proper heat treatment (quenching and tempering), typically 
exhibit a yield strength in the range of 600-1000 MPa and an ultimate tensile strength of 1000-1200 MPa or higher. 
Therefore, the obtained maximum stress may fall within the acceptable strength limits of high-strength carbon tool 
steel. 

This indicates that, under the given loading conditions, the cutting edge of the tool is unlikely to experience 
immediate failure and is capable of withstanding such stresses without significant plastic deformation or brittle 
fracture. 

 
Funding. This work was carried out within the framework of a scientific project funded by the Committee of Science 
of the Ministry of Science and Higher Education of the Republic of Kazakhstan (grant No. AP19578884). 
 

Conclusions 
The conducted research revealed the issue of premature wear of busbar punching tools, as well as difficulties in 

their restoration due to the lack of an established technological process for repair and recovery. To address this 
problem, a restoration method was proposed involving the replacement of the tool's working part with a carbon steel 
insert. 

An experimental prototype of the restored tool was manufactured in the department’s laboratory facilities. 
Using numerical simulation with the ANSYS software package, the stress-strain state of the busbar punching 

tools was analyzed. The simulation focused on determining the stresses occurring in the tool’s working zones, 
deformations, and the distribution of contact forces. 

In the simulation of the busbar punching tool restored by replacing the working part with a carbon steel insert, 
it was found that the maximum stress in the working area reaches 847.27 MPa, which falls within the acceptable 
strength limits for high-strength carbon tool steel. 

The results of the computer simulation confirmed the applicability of the proposed restoration method for 
busbar punching tools. Further research should include experimental testing of tools restored by surfacing and by 
replacement of the working part with a carbon steel insert, both under laboratory and industrial conditions. 
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Abstract. The study presents the results of operational properties of magnesia binders. The research objective is to 
determine the nature of aggressive liquid media impact on magnesia binders of various compositions. Comparative 
tests of strength properties of caustic magnesite and a combined magnesia-slag binder were carried out. 
Diffractometric analysis was used to study binders’ composition. Binders’ microstructure was studied by electron 
microscopy. The nature of impact of water, chloride and sulfate solutions on binders’ strength was estimated by a 
resistance coefficient. Effectiveness of combination of caustic magnesite and metallurgical slag was proven. 
Activating effect of the magnesia binder allows latent compounds of metallurgical slag to be involved in the hydrate 
formation processes. Expediency of using a complex grout containing solutions of magnesium chloride and sulfate for 
magnesia binders is shown. Aggressive effect of water and salt solutions on the strength properties of magnesite 
binders was studied. Information on the change in strength of binders after various periods of exposure to aggressive 
liquids was provided. The causes of destructive processes occurring in the magnesite binders were identified. 
Magnesium pentahydroxychloride’s decisive role in the formation of durability of magnesite stone was confirmed. 
The nature of impact of aggressive salt environments on durability of binders of various compositions was 
established. Technological methods for increasing durability of magnesite binders in the liquid environments were 
proposed, consisting in the rational minimization of magnesium pentahydroxychloride due to the use of a combined 
binder and (or) complex salt grouting fluids.  

Key words: caustic magnesite, metallurgical slag, combined binders, salt aggression, water resistance. 

Introduction 

Concrete is a common composite material, its quality largely determines the efficiency of construction. 
Technological and operational properties of concrete are determined by a binder, which acts as a matrix in the composite 
material. Cement concretes dominance is due to their high construction and technical indicators and durability. High 
resource intensity of cement production, accompanied by large CO2 emissions [1] – [2] predetermines the need for active 
distribution of low-energy binders with a small carbon footprint. 

Caustic magnesite is a type of magnesite binder obtained by firing magnesite rock at a temperature not exceeding 
800°C. Comparative characteristics of Portland cement and caustic magnesite allow you to evaluate advantages and identify 
problems of each binder. 

Portland cement is based on calcium silicates, a binder also contains calcium aluminates and aluminoferrites. To 
obtain a plastic mass (dough), cement is mixed with water. When cement phases interact with water, the hydrated 
compounds of various compositions are formed, mainly of a weakly crystallized structure. Heat and moisture treatment is 
used at a temperature of 80 – 95°C to accelerate hardening of cement concrete. 

Caustic magnesite consists mainly of magnesium oxide. Caustic magnesite is mixed with solutions of 
magnesium chloride or sulfate to ensure active magnesium oxide hydration. Preference for magnesium chloride 
solution is due to binder’s intensive hardening and high strength. Main hydrated formations of caustic magnesite 
mixed with magnesium chloride solution are crystalline compounds of neutral composition – magnesium 
hydroxychlorides. Compared to Portland cement, the caustic magnesite does not require a humid environment for 
hardening, it is characterized by intensive increase in early strength, which makes it possible to exclude heat treatment 
for accelerated hardening of a binder. Design strength values of caustic magnesite are not inferior to similar indicators 
of high-grade Portland cement. Magnesia binders are favourably distinguished by increased adhesion to various types 
of filler; this contributes to creation of a wide range of composite materials [3] – [7]. Crystalline base of the hardened 
magnesite stone ensures durability of a highly porous structure of cellular concrete [8] – [10]. Due to significant 
amount of chemically bound water, magnesite materials are fire-resistant and suitable for biological protection. 
Activating ability of the mixture of magnesium oxide and chloride in relation to various substances allows even latent 
materials to be involved in the processes of structure formation and hardening. This principle underlies the resource-
saving technology of combined (mixed) magnesite binders, in which up to 30 – 50% of caustic magnesite is replaced 
by natural and man-made origin materials [11] – [14]. 

Low water resistance of magnesite binders prevents the widespread use of caustic magnesite despite its unique 
properties. When exposed to a humid environment, the main hydrates are destroyed, and binder’s strength is 
significantly reduced. A number of technological solutions were proposed to solve the urgent problem of increasing 
water resistance of magnesite binders. The first group of measures involves introduction of additives that help 
increase the resistance of magnesite hydrates by changing their structure [15] – [17]. The second group of solutions is 
based on the use of sulfate salt solutions instead of magnesium chloride solution, which ensures formation of 
magnesium hydroxy sulfates that are more resistant to water [18] – [21]. The third group of measures is associated 
with replacement of caustic magnesite with the combined binders containing mineral components of various 
compositions [22] – [25]. Increased water resistance of combined magnesite binders is achieved by forming new, 
water-resistant compounds based on the mineral components. 
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Along with the aquatic environment, during their operation concretes are exposed to aggressive effects of salt 
solutions, for example, sodium and magnesium sulfates in the groundwater, sodium and magnesium chloride present 
in the seawater. 

A mechanism and consequences of destructive salt effects on the cement stone are known [26]. 
Information on the effect of salt solutions on magnesite materials’ performance properties is very limited                 

[27] – [28]. 
The research objective is to study the effect of aggressive liquid environments on durability of magnesite 

binders of various compositions. 
 

1. Methods and materials 
The object of the study was a combined magnesite-slag binder consisting of caustic magnesite grade PMK-75 

and metallurgical granulated slag. The main phase of caustic magnesite is magnesium oxide. The phase composition 
of metallurgical slag includes calcium and magnesium silicates (rankinite 3CaO�2SiO2, okermanite 
2CaO�MgО�2SiO2), calcium aluminosilicates (gehlenite 2CaO�Al2O3�SiO2), amorphous phases (Figure 1a). Chemical 
composition of the binder components is given in Table 1. Properties of caustic magnesite, studied during experiments 
were adopted for comparison of binders with different compositions. 
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C – okermanite, G – gehlenite, R – rankinite, M – magnesium oxide, H – brucite, P – magnesium pentahydroxychloride,     K – hydrates 
based on slag compounds 

 
Fig.1. – Diffraction patterns of metallurgical slag (a), hardened magnesia-slag binder (b) and hardened caustic magnesite (c) 

 
 

Table 1. Chemical components of magnesite binder 
Material name SiO2 Al2O3 Fe2O3 CaO MgO SO3 Others Loss on ignition 
Caustic magnesite 1.1 0.5 2.3 2.7 87.5 0.1 0.2 5.6 
Metallurgical slag 44.0 14.1 0.7 32.7 5.1 2.1 1.3 – 
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Magnesia-slag binder was obtained by joint grinding of components in the «E-max» vibration mill. Magnesia 
binders were mixed with magnesium chloride and magnesium sulfate solutions and their combinations. Density of salt 
solutions was determined with a hydrometer.  

Strength properties of a binder were determined on 20x20x20 mm samples by testing on PGM-1000MG4 
hydraulic press after a specified curing period. Resistance of the hardened binder to aggressive liquids was estimated 
by the resistance coefficient taking into account the samples strength after exposure to an aggressive environment for 
a specified period and samples strength before immersion into a liquid medium. Phase composition of the binders was 
determined using DRON-3M diffractometer with BSV-24 X – ray tube with CuK α-radiation. Microstructure of the 
hardened stone was examined using a JSM-649OLV scanning electron microscope. 

2. Results and discussion 

Addition of 10 – 50% metallurgical slag to the caustic magnesite results in a 5 – 25% decrease in consumption 
of salt solution to obtain plastic dough (Figure 2). Magnesia-slag binders are characterized by slow hardening during 
the first three days; with increase in the slag content, the early strength of binders decreases by                4 – 22% 
(Figure 2). With subsequent hardening, strength properties of the combined binders increase. At the age of 28 days, 
strength of the binders increases as the technogenic component’s content increases. Strength of the combined binder 
containing 50% slag is 46% higher than the strength of caustic magnesite. The increased strength properties of the 
magnesia-slag binder are due to changes in the hydrates composition. Features of hydrate formation of the combined 
magnesia binder are: increased activity of MgO, minimization of brucite Mg(OH)2 content due to its binding into the 
magnesium pentahydroxychloride 5Mg(OH)2�MgCl2�8H2O (5 – form) and the hydrates based on slag compounds 
(Figure 1b). According to diffractometric analysis, a phase composition basis of magnesia-slag binder’s stone is 
represented by magnesium pentahydroxychloride, characteristic of caustic magnesite. Moreover, the amount of 5 – 
form is proportional to the share of caustic magnesite in the binder (Figure 1b). The presence of free unhydrated 
magnesium oxide indicates incomplete implementation of the binding properties of caustic magnesite (Figure 1c). 

 
Fig. 2. – Effect of metallurgical slag content on the strength of air-cured magnesia binders 

 
Preference for magnesium chloride solution for mixing magnesite binders is due to significant hardening rate 

and high strength of the hardened stone. To increase binder's resistance to water, it is recommended to use the 
solutions of sulfate salts [18] – [21]. However, replacing a magnesium chloride solution with magnesium sulfate or 
iron sulfate solutions is accompanied by a decrease in strength of caustic magnesite [18] – [21]. Possibility of using 
combined salt solutions consisting of magnesium chloride solution (density is 1250 kg/m3) and magnesium sulfate 
(density is 1210 kg/m3) for mixing caustic magnesite was studied (Figure 3). Samples of hardened binder aged 7 days 
were immersed into aggressive environments (water, magnesium chloride and sodium sulfate solutions with a density 
of 1050 kg/m3). Binders were tested at the age of 28 days from the moment of mixing.  
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Fig. 3. – Effect of combined grouting fluid on strength of caustic magnesite under various conditions 

 

Presence of 10 – 20% magnesium sulfate in the setting solution increases the strength of the air-hardening 
binder by 17 – 33%, while with a content of 30 – 50% magnesium sulfate, the strength of the binder decreases by 7 – 
42%. With a content of 50% or more magnesium sulfate in the setting solution, the effect of this salt on hardening of 
caustic magnesite dominates. Presence of samples in liquid media is accompanied by a decrease in strength compared 
to samples hardened in air. The greatest decrease in strength is observed for binders for which combined solutions 
containing 0 – 20% magnesium sulfate were used for mixing. Analysis of the test results shows that when using a 
combined sulfate-chloride sealer containing 20 to 40% magnesium sulfate, it is possible to achieve increased 
resistance to aggressive environments while ensuring the strength of the air-hardening binder comparable to the 
strength of caustic magnesite based on magnesium chloride. 

Comparative studies of the performance properties of caustic magnesite and magnesia-slag binder containing 
50% of the technogenic component were conducted. A magnesium chloride solution (density 1250 kg/m3) and a 
sulfate-chloride solution containing 50% magnesium chloride (density 1250 kg/m3) and 50% magnesium sulfate 
(density 1210 kg/m3) were used to mix the binders. For easy description of binders, the following abbreviations were 
introduced: MX – caustic magnesite mixed with magnesium chloride solution; MC – caustic magnesite mixed with 
sulfate-chloride solution; SX – magnesia-slag binder mixed with magnesium chloride solution; SC – magnesia-slag 
binder mixed with sulfate-chloride solution. After 7 days of air hardening, binder samples were placed into the liquids 
of various compositions (water, magnesium chloride and magnesium sulfate solutions with a density of         1100 
kg/m3). The choice of composition of aggressive salt solutions is determined not only by t distribution of the salts in 
the operational environment of concrete, but also by participation of salts in the structure formation of the binders 
under study. 

Figure 4 shows the data on the change in strength of binder samples under different conditions. The age of 
samples is indicated from the moment of mixing, therefore duration of the samples' stay in liquid media is 7 days less 
than the indicated age. To compare binders’ strength, the indicators of caustic magnesite mixed with magnesium 
chloride solution and hardened in air are taken as a standard. Along with the assessment of the strength indicators of 
binders in liquid media, it is very important to compare the values of a resistance coefficient of these substances at the 
final stage of testing (Figure 5). 

Analysis of air-curing binders strength indices. Replacement of 50% caustic magnesite with metallurgical slag 
promotes an increase in the strength of magnesia-slag binder, mixed with magnesium chloride solution, by 16% in the 
early stages and by 54% at the age of 28 days. When using a sulfate-chloride solution, the strength indices of caustic 
magnesite MC and magnesia-slag binder SC are comparable, and compared to the standard, they decrease by 1.3 – 1.6 
times. It is noteworthy that the strength at the early stages of hardening is more sensitive to a decrease in magnesium 
chloride in the salt solution. A stable increase in the strength of all binders indicates ongoing structure formation 
processes over time. A comparative analysis of the strength properties of air-hardening binders revealed the highest 
strength values for magnesia-slag binder SX, mixed with magnesium chloride solution. This is due to the favorable 
combination of crystalline magnesium pentahydroxychloride and weakly crystallized hydrates based on slag phases 
(Figure 1b). 

Analysis of the influence of the aqueous environment on the strength of binders. The effect of water on all 
magnesia binders is accompanied by a decrease in strength. This fact is explained [29] – [30] by decomposition of 
magnesium pentahydroxychloride with the formation of magnesium hydroxide. The nature of change in the strength 
of the binders under study corresponds to known scientific concepts.  
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(a) 

(b) 

 

(c) 

 
 

(a) – MX; (b) – MC; (c) – SX; (d) – SC 
 

(d) 

Fig. 4. – Influence of the hardening environment on strength of magnesia binders of various compositions 

 
The most intense rates of strength decline were noted for caustic magnesite of oxychloride hardening MX, 

which has the highest content of unstable magnesium pentahydroxychloride. MX samples differ from samples of other 
binders by the presence of a crack network (Figures 6a, 6c, 6e). Cracks, along with decomposition of the structure-
forming phase 5Mg(OH)2�MgCl2�8H2O, contributed to a decrease in the strength of the MX binder. 

The crack network in the structure of magnesia stone is a consequence of the formation of Mg(OH)2 both due 
to decomposition of magnesium pentahydroxychloride and due to hydration of free magnesium oxide. Magnesia slag 
binder of oxychloride hardening SX is characterized by a water resistance coefficient of 0.85 after 3 days of 
continuous exposure to water (Figure 4c). As time passes, the water resistance coefficient decreases on SX.  
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Fig. 5. – Resistance coefficient of binders after 21 days of testing in aggressive environments 

 

  
(a) (b) 

  
(c) (d) 

  
(e) (f) 

a) – MX (water); b) – SX (water); c) – MX (magnesium chloride solution); d) – SX 
(magnesium chloride solution); e) – MX (magnesium sulfate solution); f) – SX 
(magnesium sulfate solution) 

Fig. 6. – Appearance of samples after exposure to aggressive environments: 
 

Binders MC and SC, mixed with a sulfate-chloride solution, demonstrated increased water resistance compared 
to caustic magnesite of oxychloride hardening. After the first 3 days of exposure to water, the water resistance 
coefficient of binder MC was 0.42 (Figure 4b), and that of binder SC was 0.80 (Figure 4d). During subsequent testing, 
binders mixed with a sulfate-chloride solution demonstrated decreased sensitivity to the effect of water, as evidenced 
by a tendency to stabilize strength indicators. 

The highest water resistance coefficient was achieved for binder SC (Figure 5). Increased water resistance of 
magnesia-slag binder is provided by the features of the microstructure (Figures 7c, 7d), the basis of which is made up 
of lamellar crystals of magnesium pentahydroxychloride formed in the environment of slag compounds that form 
weakly crystalline hydrates. Needle-shaped crystals of magnesium pentahydroxychloride, forming the structure of the 
MX binder, are less resistant to the effects of a liquid medium (Figures 7a, 7b). 

Analysis of the strength indices of binders exposed to magnesium chloride solution. For oxychloride-hardened 
caustic magnesite MX, exposure to MgCl2�solution turned out to be the most destructive both in comparison with 
other test conditions and in comparison with other binders (Figures 4 and 5). Cracks appeared on the MX samples, 
indicating an intense effect of expansive phases (Figure 6c).  
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(a) (b) 

  
(c) (d) 

 
(a) – MX (after 7 days of air hardening); (b) – MX (after 3 days of exposure to water); 
(c) –SX (after 7 days of air hardening); (d) – SX (after 3 days of exposure to water) 

Fig.7. – Microstructure of magnesite binder stone: 

 

The dominant expansive effect is exerted by secondary magnesium pentahydroxychloride, which is formed 
during the interaction of an aggressive MgCl2 solution with magnesium oxide and hydroxide, including that formed 
during the decomposition of the 5 – form. The resistance coefficient of caustic magnesite MC, mixed with a sulfate-
chloride solution, equal to 0.55 – 0.67, exceeds the similar indicator of this binder in other liquid media. The integrity 
of the structure of the MC samples is due to the limited content of unstable magnesium pentahydroxychloride and the 
presence of magnesium hydroxysulphates. 

The aggressive effect of the MgCl2 solution on the oxychloride magnesia-slag binder SX is insignificant: the 
resistance coefficient at different test periods was 0.74 – 0.81. The strength values of the SX binder exposed to the 
MgCl2 solution are comparable to or exceed the strength indicators of other binders that hardened in air (Figure 4). 
Under the influence of magnesium chloride solution, the hydraulic activity of latent slag compounds is activated, 
which contributes to the formation of an additional amount of hydrates that compact the structure of the SX stone. 

Analysis of strength indices of samples exposed to magnesium sulfate solution. Compared with other liquid 
media, magnesium sulfate solution has a less aggressive effect on oxychloride-hardened caustic magnesite MX: the 
resistance coefficient at different test times is 0.07 – 0.20. Cracks in the MX stone structure are caused by magnesium 
hydroxide formed both during MgO hydration and during the decomposition of the 5 – form (Figure 6e). When 
mixing caustic magnesite with a sulfate-chloride solution, the resistance coefficient of the MC binder increases and is 
0.36 – 0.61. Oxychloride magnesite-slag binder SX in a magnesium sulfate solution is characterized by a resistance 
coefficient of 0.26 – 0.60. For magnesia-slag binder SC, mixed with sulfate-chloride solution, the resistance at 
different test times is estimated by a coefficient of 0.18 – 0.68. Binder SC is characterized by the highest coefficient of 
resistance to the aggressive impact of magnesium sulfate solution (Figure 5). 

Summarizing the results of studies, it should be noted that a significant content of magnesium 
pentahydroxychloride under absence or limited amount of weakly crystallized and amorphous hydrate formations 
increases the vulnerability of crystalline structure of magnesite stone to the effect of aggressive liquids. 

Conclusions 
There was studied the influence of aggressive liquid environments on durability of magnesite binders of 

various compositions. The study results expand understanding of causes in destructive processes and contribute to 
technological methods development for increasing magnesite materials’ operational durability. 

It is shown that a destructive effect of water is resisted by measures that ensure minimization of unstable 
magnesium pentahydroxychloride while maintaining the specified strength indices of magnesite binders. This is 
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achieved by reducing the proportion of magnesium oxide in the binder by replacing caustic magnesite with 
metallurgical slag, as well as by using a sulfate-chloride solution as grouting fluid. 

The effect of salt solutions on the durability of magnesia binders of various material compositions was studied 
for the first time. It was established that an aggressive salt environment creates conditions for hydrate formation and 
participates in hydrate phase’s formation. 

Formation of a significant amount of secondary magnesium pentahydroxychloride in a stone surrounded by 
aggressive MgCl2 solution is facilitated by the presence of Mg(OH)2 in the binder. Expansion of a newly formed 
crystalline 5 – form destroys the binder stone. 

To prevent the expansive action of secondary hydrates, combined binders, such as magnesia-slag binders are 
preferable. The salt environment initiates hydrate formation with the participation of latent slag compounds, which 
helps to maintain integrity and strength of a stone structure. Reducing the proportion of magnesium chloride in the 
composition of the grout also prevents the formation of dangerous quantities of secondary hydrates.  

The revealed behavioral features of magnesite binders of various compositions in aggressive salt environments 
can serve as a basis for substantiating the area of application of magnesite materials in construction. 

The research results indicate the possibility of using magnesia-slag binder in composite materials operated in 
conditions of high humidity and exposure to solutions of chloride and magnesium sulfate. 

Caustic magnesite of hydroxychloride hardening should not be exposed to water and salt solutions. 
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Abstract.This paper describes in detail the research methodology, including the use of a local SQLite database to 
store information about drawings, materials, processing methods, and formulas. The need for dynamic generation of 
input fields, real-time calculations, and display of drawing thumbnails is emphasized. Particular attention is paid to the 
fault tolerance of the system, including exception handling (division by zero, missing variables, incorrect data entry) 
and ensuring stable operation without abnormal termination. The application architecture is organized according to the 
modular principle (interface, database, computational engine), which simplifies support and extension. The use of the 
eval() function in a strictly limited context for safe execution of formulas is noted. The application is developed in 
Python using PyQt5 and can operate autonomously, without access to the Internet or external servers. The presented 
work demonstrates a solution to the current problem of automation in mechanical engineering, offering a flexible, 
reliable and convenient tool for engineers and technologists. 
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Introduction 
Mechanical processing of workpieces is a key link in the production cycle in mechanical engineering [1]. It is 

at this stage that the geometric parameters and physical properties of parts are formed, ensuring their compliance with 
design specifications, tolerances and technical regulations [2]. Given the active introduction of digital technologies in 
recent years, the task of moving from manual and semi-automatic selection of processing modes to their full 
automation has become increasingly relevant [3]. This is especially important in the manufacture of products of 
complex configuration, where even a minimal error can cause defects, a decrease in the operational reliability of units 
or non-compliance with the requirements [4]. 

In the conditions of classical production, the process engineer is forced to spend a significant amount of time 
selecting parameters, based on regulatory reference books, design documentation and his own experience [5]. Such an 
approach is not only labor-intensive, but also prone to human error, especially when it is necessary to promptly 
recalculate parameters for several process scenarios. For example, changing just one initial parameter, such as the 
workpiece material, may require recalculating dozens of dependent quantities [6], which entails multiple revisions of 
all related calculations and reference data [7]. 

The use of software solutions in which formulas and input data are stored centrally and automatically updated 
allows for significantly faster calculations and increased accuracy [8]. This approach is of particular importance when 
working with new or non-standard design developments, when there are no ready-made process charts and the 
calculation of modes must be carried out “from scratch”. 

An analysis of the current situation at machine-building enterprises allows us to identify a number of typical 
problems [9–11]: 

 use of outdated tables of design parameters that do not take into account new materials and technological 
processes; 

 lack of a centralized repository of formulas and reference data; 
 high dependence on the level of qualification of a particular specialist; 
 insufficient variability in the choice of parameters, especially when it is necessary to model several designs; 
 low visibility of calculation results and their visual presentation. 
The problem of integrating heterogeneous types of data deserves special attention: digital models, graphic 

representations of drawings, reference information, user variables and calculation formulas [12]. When processed 
manually, this information is usually distributed among disparate sources - Excel files, paper albums, oral instructions 
or the accumulated experience of individual employees. 

Modern production conditions require software systems to be not only accurate in calculations and correct in 
operation, but also easy to use. Since the end users of such systems are often operators and technologists without deep 
knowledge in the field of programming, an intuitive interface, visual transparency, and minimization of actions 
required to obtain a result come to the fore [13]. 

Currently, the market offers various CAD (computer-aided design) and CAM (Computer-Aided 
Manufacturing) solutions that include modules for calculating processing parameters [14]. The most popular are 
Siemens NX, Autodesk Fusion 360, SolidCAM, Mastercam, SprutCAM, etc. These software products are primarily 
aimed at high-tech enterprises with a developed IT infrastructure, extensive equipment libraries, and a high degree of 
integration with production management systems (ERP, MES, PLM) [15, 16]. However, their functionality does not 
always fully meet the specific tasks solved within the framework of this study. 

Firstly, most of the listed systems require significant financial investments in licensing, setup and personnel 
training. This limits their use in small enterprises or individual production units. For example, an annual license for 
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Fusion 360 costs hundreds of dollars per user, and the implementation of Siemens NX requires the involvement of 
qualified specialists and lengthy setup [17]. 

Secondly, complex engineering calculations, such as selection of cutting modes taking into account the features 
of the part installation and the number of technological passes, are either absent in these systems or are performed 
separately by the technologist. In most cases, CAM solutions are focused on constructing tool paths, simulating the 
processing process and generating control programs for CNC, but not on deep local analysis of calculated data 
adapted to specific production conditions [18]. 

Thirdly, the flexibility of editing built-in reference books, adding custom formulas, introducing new variables 
and adjusting algorithms is often limited. Changing even one calculation dependency, such as feed rate, often requires 
working with closed source code, specialized macros or complex XML templates, which hinders rapid adaptation to 
changing production tasks [19]. 

As an alternative to large complex systems, enterprises often use internal developments in the form of Excel 
files with formulas, macros and connected databases [20]. 

The analysis shows that there is a significant gap between industrial CAM systems and such home-made 
solutions [21, 22]: at one extreme are expensive, powerful, but overloaded and inflexible systems, at the other – 
simple, but unsafe and unstructured tables. It is in this niche that autonomous, customizable and easy-to-use 
applications are in demand, which can be installed on local workstations without the need for expensive licensing, 
server capacity and complex IT support. 

Among the few suitable solutions, we can mention open engineering platforms such as FreeCAD with support 
for Python scripts, as well as Node-RED or Qt-based projects focused on visual programming [23]. However, they 
usually do not contain ready-made calculation algorithms or structured reference data, playing the role of designers 
for creating applications rather than ready-made technological tools. 

There are also attempts by individual organizations to develop their own utilities based on Access, Delphi or 
Java [24–26]. Such programs are most often developed within the enterprise, have weak documentation, are not 
distributed beyond its borders and often do not meet modern interface and scalability standards. 

Thus, the aim of this work is to create software for automated selection of mechanical processing parameters, 
providing the presence of a centralized data storage, the possibility of multi-user work, flexible updating of algorithms 
and protection from incorrect input. 

The system was developed taking into account a set of technological processes for processing parts, including 
the selection and calculation of parameters that affect accuracy. These parameters include cutting depth, feed rate, 
spindle speed and other characteristics that determine the tool operating modes and surface quality. 

All the indicated values are calculated taking into account a number of factors: 
 configuration of the part (the presence of complex internal contours or sharp transitions); 
 workpiece material (steel, aluminum, copper, etc.); 
 processing method (turning, milling, grinding, etc.); 
 the supports and basing elements used (for example, methods for fixing a part during multi-axis processing); 
 number of technological passes (rough, finishing); 
 reference standards and calculation formulas in force in the organization. 
As a result, the designed system must ensure operation with a wide range of input parameters and be able to 

adapt to various technological scenarios. The totality of these requirements determines the complexity of the subject 
area and the impossibility of its effective coverage without automated means. 
 
1. Research Methodology 

The system being developed provides for loading data from a local SQLite database, which stores information 
about drawings, materials used, processing methods, support types, calculation formulas, and reference variables. The 
relationships between these elements are shown in Figure 1. 

The user should be able to select from drop-down lists: 
- the required drawing (including a sketch of the part); 
- support type (basing); 
- material; 
- processing method (e.g. rough milling, grinding, etc.); 
- iteration number (for multi-pass processing). 
Depending on the selected configuration, the system must extract the values of the variables from the 

Variables_dependent_on_material_processing_type table that correspond to the combination "material type - 
processing method - iteration - tooling" (Figure 1). 

Based on the loaded formulas, the system automatically generates input fields for all parameters involved in 
the calculations. The user has the ability to change the values of variables manually, and the recalculation results are 
displayed instantly. 

All calculations are performed in real time when input data changes. Formulas are stored in the Formulas table 
as strings and are processed in a secure mode using a limited context (math module, eval function). 

The output values of formulas are displayed directly below the corresponding variables as numeric labels, 
which are updated with each recalculation. 
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Fig. 1. – Relationships between tables 

 
When a specific drawing is selected, its sketch is loaded, the path to which is specified in the Drawing table. 
Formulas may include division operations, logarithm calculations, and other mathematical operations. The 

program must correctly handle exceptional situations - for example, division by zero, the absence of a variable value, 
etc. - by returning a neutral value (for example, 0.0) to ensure the robustness of the interface. 

The system must be able to dynamically rebuild the set of active formulas with each change in the initial 
parameters: the selected drawing (Eb-function), the type of support (Support-function) or the processing method 
(dependent variables). This approach allows the calculation algorithm to be adapted to a specific technological 
scenario. 

Before starting calculations, the application substitutes values from the Reference_data table if the user has not 
specified them manually. 

It is possible to export the database in SQL format or create a backup copy of the file for recovery in case of 
failure (the function can be implemented by an external script). 

The program operates in a completely autonomous mode, without the need for an Internet connection or 
external servers. All data, including images and formulas, are stored locally. 

The system's performance ensures that calculations are completed in less than 0.2 s, even with a large number 
of formulas and variables. 

To protect against input errors, such as entering text instead of a numeric value or incorrect formulas, a system 
for handling all exceptions has been implemented, preventing abnormal termination of work. 

The user interface is designed with an emphasis on simplicity, compactness and scalability. All elements - 
input fields, lists, labels - automatically adjust to changing window sizes. 

The system allows for the addition of new formulas, variables, materials and processing methods solely by 
updating the database, without interfering with the source code. 

The architectural structure of the application is modular and includes three key components: interface (ui), 
database module (db) and computing module (engine). This simplifies further maintenance and expansion of 
functionality. 

The eval() function works in a closed context that does not have access to the file system, system modules, and 
environment variables. The software is compatible with major operating systems (Windows/Linux/Mac) with Python 
and PyQt5 installed. The final build can be performed as executable files .exe or .app. 

The application code is provided with comments and logging mechanisms, which simplifies debugging. In case 
of errors in formulas or at the initialization stage, the program outputs a message to the console or log file. 

Only standard and proven libraries are used (for example, math, sqlite3, PyQt5), which minimizes dependence 
on external components. 

Thus, the requirements formed cover all stages of the system life cycle - from data loading to visualization of 
results and fault tolerance. The following sections provide the rationale for the choice of technologies, the database 
structure, architectural solutions and a description of the interface. 

The development of an application for automated selection of machining parameters was carried out in the 
Python environment. 
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2. Results and discussion 

 

2.1 Project structure and code organization 

At the logical level, the project structure is divided into three functional blocks: 
- Initialization and startup block (main) - is responsible for creating the application object (QApplication), 

initializing the main window (MachineCalculationApp), setting the size and position on the screen, displaying the user 
interface and handling the shutdown (app.exec()).; 

- User interface block (GUI) — implemented as the main class MachineCalculationApp, inheriting 
QMainWindow. Within this class, interface elements are created and managed: drop-down lists, text labels, input 
fields, scroll bars and graphic images.; 

- Logic and data processing block — includes functions responsible for receiving information from the 
database (load_drawings(), load_materials()), forming a set of variables and input fields (create_input_fields()), 
collecting and calculating data (calculate_all()), safely executing formulas (safe_formula()), and handling events 
(on_drawing_change(), on_material_change(), etc.). 

The class architecture is built with a clear division of function responsibilities, which facilitates the search, 
modification, and reuse of individual modules. The data exchange diagram between modules is shown in Figure 2. 

 

 
 

Fig. 2. – Sequence diagram: performing calculation of processing parameters 

 
The project organization follows the principles of modularity: all code is grouped by purpose, structured and 

provided with comments. The use of a single centralized controller is justified for the current scale of development, 
and the presence of functions with a clearly defined purpose ensures predictability of the program's operation. 

 
2.2 Implementation of the user interface 

The main window of the application is formed on the basis of the QMainWindow class with a central QWidget 
widget, divided into two zones using a horizontal QHBoxLayout container: 

Left panel– a control area that includes drop-down lists for selecting processing parameters (drawing, support, 
material, method, iteration) and a drawing preview area.; 

Right panel– a scrollable area for displaying variables corresponding to the current configuration, their input 
values and calculated results. 

This layout clearly divides the interface into a block for selecting conditions and a block for displaying 
calculations, which reduces the cognitive load on the user and increases the logicality of interaction. 

Interface elements are created dynamically: after the user selects the material and processing method, the system 
generates a list of necessary variables and displays lines with their name, input field, and result label. When the 
configuration is changed, irrelevant elements are deleted. 
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The program implements a reactive operating principle (Figure 3): any change in input data immediately causes 
a recalculation of values and an update of the interface, which eliminates the need for additional confirmation buttons 
and speeds up the interaction process. 
 

 
 

Fig. 3. – Interface of the developed program 

 
Thus, after each change of value or selection, the user instantly sees the recalculated results. This eliminates the 

need for intermediate buttons and makes interaction with the program faster. 
 

2.3 Processing drawings and loading parameters 

Each drawing is stored in the database as a record with a unique identifier, name, and path to the image. The 
Drawing table has the following structure (Figure 4). 
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Fig. 4. – Structure of the Drawing table 

 
When the program starts, a query is made to all Drawing records, after which the drawing names are added to 

the interface drop-down list. 
Drawings are linked to the base elements (Eb), for which calculation formulas are defined. The Eb table 

contains foreign keys linking records to the Drawing and Formulas tables, which ensures logical data integrity (Figure 
5). 

 

 
 

Fig. 5. – Structure of the Eb table 

 
After selecting a drawing, the application generates a selection from the Eb table, defining a set of formulas 

related to this image. These formulas are included in the active list of calculations. Thus, the interface is adjusted to a 
specific drawing and uses the corresponding dependencies. 

Formulas can be linked not only to the drawing, but also to the selected equipment (Support) and processing 
conditions. The program generates a final list of calculations, combining mandatory formulas (mandatory_formula = 
1), formulas for the drawing and formulas for the support. 

After selecting a drawing, the user specifies the material, processing method, support and iteration, which 
determines the choice of variables. Their values are stored in Variables_dependent_on_material_processing_type and 
are specified by four keys: method, iteration, material, tooling. 
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2.4 Implementation of business logic: formulas and calculations 

In the project under development, formulas are stored in the Formulas table as string expressions. Each entry in 
this table contains: 

 uniqueid; 
 output variable name (target_value); 
 the expression text in Python syntax (formula); 
 flag of obligationmandatory_formula, which determines whether the formula should always be applied; 
 binding to the support (Support_formula_id) if necessary. 
Example of a formula line (Figure 6). 
 

 
 

Fig.6. – Example of a formula line 

 
This means that the parameter Rz is calculated based on the current values of the variables f and Vc stored in the 

dictionary d. When substituting data, the formula performs a mathematical operation and returns the result, which is 
displayed in the interface. 

Since formulas are loaded from the database in text form, their direct execution may be unsafe. For protection, 
the wrapper function safe_formula() is used, which ensures execution in a limited context, access to which is only 
available to the math module and the d dictionary. This allows flexible interpretation of dependencies, while 
preventing the execution of malicious code or critical commands (Figure 7). 

Applies hereeval()in a strictly limited context where only the library is availablemathand a dictionary of 
variablesd. This approach allows for flexible interpretation of formulas and at the same time protects the system from 
failures: any error returns the value0.0, and the program continues to work. 

The mechanism for selecting formulas for calculation takes into account: 
 mandatory dependencies (mandatory_formula = 1); 
 formulas associated with the selected drawing (via tableEb); 
 formulas associated with the selected support (tableSupport_formula). 
The combined formula list is used to build a list of variables (Formula Variables) and interface generation, its 

code is presented in Figure 7. 

 

 
 

Fig. 7. – Update code for formulas involved in calculations 

 
Thus, the user sees on the screen only those fields that are necessary for calculations in a specific configuration, 

and the system processes only relevant formulas. 
Before performing calculations, the application generates a data dictionary, which contains: 
 values entered manually by the user; 
 values substituted from the reference bookReference_data; 
 values extracted from the tableVariables_dependent_on_material_processing_type. 
Next, each formula from the active list is passed to the formula_wrapper wrapper, and the result is placed in data 

under the name of the target variable. 
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2.5 Ensuring fault tolerance and graceful shutdown 

 
In real production conditions, it is impossible to completely eliminate operator errors, incomplete data, or 

disruptions in the sequence of operations. Therefore, the system was designed to handle any such situations without 
stopping the application. 

One of the most common cases is when the user enters data that does not match the expected type - for 
example, text instead of a number or an empty value. Such situations are handled in the calculate_all() function (an 
example of implementation is shown in Figure 8). 
 

 
 

Fig. 8. – Example of code implementation of fault tolerance 

 
In case of incorrect input, the variable is automatically assigned the value 0.0, which prevents a crash. This 

mechanism is especially important considering that the end users are engineers and technologists who may not be 
aware of all the internal restrictions on the data format. 

Since all calculation dependencies are stored in the database as strings and executed via the eval() mechanism, 
there is a risk of errors - division by zero, access to missing variables or syntax violations. To minimize these risks, a 
protective wrapper has been implemented, which in the event of a failure returns a safe value (0.0) and records the 
error in the console. Thanks to this, the program continues to work, maintaining the stability of the interface. 

The project also provides for situations where certain parameters — variables, iterations, or formulas — may 
be missing from the database. Instead of stopping execution, the application checks for the required information and, 
if it is missing, simply does not display the corresponding elements. An example of implementation is shown in 
Figure 9. 
 

 
 

Fig. 9. – Example of code when the required data is not found 

 
This approach guarantees the correct operation of the system even with a partially filled database, which is 

especially important at the implementation stage, when not all information can be entered in advance. 
 

Conclusion 

Within the framework of this article, a software system was designed and implemented, intended for automated 
selection of mechanical processing parameters, corresponding to all established requirements. The main task of the 
development was to create an adaptive, reliable and convenient tool for engineers and technologists, providing 
autonomous operation and high accuracy of calculations. 

The following key results were obtained during the work: 
- a system was created that uses a local SQLite database to store all the necessary information - drawings, 

materials, processing methods, support types, calculation dependencies and reference variables. This made it possible 
to eliminate the fragmentation of information typical of traditional approaches using Excel tables or paper media, and 
to provide a single reliable source of data; 

- a reactive interface based on PyQt5 has been implemented, forming a set of input fields depending on the 
current configuration (drawing, material, processing method, iteration). Calculations are performed almost instantly 
(less than 0.2 s), allowing the user to see the result of changing the input parameters in real time. This significantly 
speeds up the process of selecting optimal processing modes and increases the productivity of specialists; 

- mechanisms for handling exceptional situations (division by zero, missing variables, incorrect input) have 
been implemented, which prevent abnormal termination of the program. When an error occurs, the system returns a 
safe value (0.0) and registers the event in the log, ensuring continuous operation. This approach is especially 
important for production environments, where software stability is a critical factor; 

- the program architecture is built on a modular principle and includes three main areas - the interface (GUI), 
the database (DB) and the computing engine (Engine). This simplifies maintenance, modernization and adding new 
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functionality. For example, the integration of additional formulas, variables or materials is carried out by changing the 
contents of the database without editing the source code; 

- to interpret formulas stored as strings, the eval() function is used in a strictly limited and secure environment, 
which allows for flexible specification of mathematical dependencies with complete protection from the execution of 
unwanted code; 

- the software suite functions completely autonomously, does not require a connection to the network or 
external servers, and all necessary data and graphic files are stored locally. This makes the system especially 
convenient for production sites with limited access to the Internet. 

Thus, the developed software demonstrates an effective solution to the current problem of automating the 
selection of mechanical processing parameters in mechanical engineering, combining the accuracy of calculations, 
ease of use and resistance to errors. 
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Abstract. Today's Industry 4.0 requirements, including production automation, necessitate the securing of production 
lines to ensure maximum safety for employees. This article presents a solution for fastening systems in safety fences 
used on production lines. The main objective of the research was to compare the rigidity of the entire fence, i.e., a set 
of different elements, depending on the fastening system used for the mesh panel and fence post, based on simulation 
tests. Both commercially available solutions and own solutions were compared. The parameter for evaluating the 
solutions is the maximum displacement value, which is derived from computer simulation and allows for an 
estimation, within a certain range, of the behavior of the system under real conditions. The maximum displacement 
values recorded during the simulation range from 14 to 20 mm. Achieving the appropriate level of fence rigidity is 
required to ensure safety on the production line, and the use of an appropriate solution allows for an increase in safety 
and working conditions. The analysis carried out allowed the behavior of the object as a result of the force to be 
estimated, but it completely ignores material aspects and factors such as heat distribution, vibrations or parameters 
that vary in reality, such as the condition of the material, temperature, or the environment in which the tested object is 
located.  
 

Key words: safety fence, fastening systems, safety, MES, production, industry 4.0 
 
Introduction 

Nowadays, production activities are becoming more automated [1] and the presence of machines on 
production lines is commonplace [2]. Since not every production line can be fully automated, the human factor is still 
present in most plants [3]. The presence of machines and people in the same plant, on the same production line, poses 
a certain danger [4]. The work area for each group should be properly planned and designated within the plant in order 
to avoid undesirable incidents. 

One method of securing the working area of industrial machinery is the use of safety fences [5], which allow 
the machine's working area to be separated from the human working area. This eliminates the accidental possibility of 
an unwanted element entering the machine's working area on the production line. This increases safety in the 
production plant and protects expensive machines from breakdown or damage. The main role of safety fences is to 
prevent the operator from contact with the machine during its operation, although they can also perform other tasks. 
Guards are designed to separate the safety zone and prevent access to the danger zone. Fences should be designed in a 
way that is reliable and does not allow unauthorized access to restricted areas when it is dangerous or unauthorized. 
There are also sensor-based solutions that are designed to detect human presence in the exclusion zone and can control 
the operation of devices in a designated area [6], although this solustion do not effectively protect against many 
physical hazards. There are also combinations of classic solutions with modern algorithms to increase safety [7]. 

When used in work areas where there is a risk of material, objects, or fragments being ejected, due to the 
nature of the work and the technological process, fence must ensure safety for the operator and other potentially 
endangered persons. The guard usually performs two main functions, which are to prevent personnel, objects, or other 
persons from accessing the danger zone and to stop parts of the machine, including workpieces, in the area protected 
by the guard [8]. Safety fences are characterized by several parameters [8] according to which their safety can be 
assessed. First of all, these are its dimensions, i.e., thickness and width, as well as the very important height. Another 
parameter that is important in terms of safety is the design of mesh panels, which, due to the environment of a 
production line, often cannot be full covers and must ensure good visibility. Therefore, fence panels are most often 
made of thin, welded bars. The density of the fence translates into the required distance of the fence from the danger 
zone and its strength. The rigidity of the fence is essential for the safety of the protected area and its surroundings, 
protecting the environment from sources of danger and the consequences of an undesirable event, such as flying 
debris. 

The main objective of the research was to compare the rigidity of the entire fence, i.e., a set of various 
elements, depending on the fastening system used for the mesh panel and fence post, based on simulation tests. There 
is also a proposition of own concepts for fastening safety fences, which have the potential to streamline the fence 
installation process while maintaining all safety standards. The analysis was performed on the basis of computer 
simulation in Autodesk Inventor, where the displacement of materials after applying a force of 2000 N to the side 
surface of the mesh panels was evaluated. Performing this type of analysis is necessary in order to examine the ability 
of an object to perform its intended function [9–10]. The program itself is a proven and widely used tool that utilizes 
pre- and post-processors for graphical engineering interpretation, where the computational model can be described by 
solid and surface elements [11–12]. The main novelty presented in the article is our own concept of a fastening 
system, which is characterized by better parameters in terms of assembly and low production costs, giving it a 
significant advantage over competing solutions. 
However, it should be remembered that achieving high strength parameters for a fence may involve high production 
costs related to the technological process of manufacturing the components, the necessary materials, and the method 
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of processing. The solution should ensure high strength parameters at the lowest possible and reasonable production 
costs [13–16]. 
 
1. Materials and methods 

Conducting an economic analysis allows for a preliminary estimate of the manufacturing costs of the tested 
safety fence model, which in itself should be optimized in terms of production price, have appropriately selected 
tolerances and surface treatment in order to achieve a favorable manufacturing cost [17]. The selected fastening 
concepts should also be tested for strength in order to determine the solution that will ensure the greatest rigidity of 
the fence. The rigidity of the fence is essential for the safety of the protected area and its surroundings, protecting 
them from sources of danger and the consequences of an undesirable event, such as flying debris from broken 
machine parts. The analysis was performed on the basis of a computer simulation in Autodesk Inventor, where the 
displacement of materials after applying a static force of 2000 N to the side surface of the mesh panels was evaluated. 
The model was recreated in a computer program, where a simulation was performed during which the assumed force 
was applied, taking into account the effect of gravity. All fastening system solutions are installed at the same height, 
i.e., 1904 mm from the base of the post and 1800 mm from the base of the mesh panel, which is ¾ of its height. The 
fence model (Fig. 1) is the same for all three considered solutions for fastening the mesh panel and fence post. 

 

 

(a) (b) 

(a) fence post; A – mounting system installation point, C – mesh panel mounting point on the post, (b) mesh panel 
 

Fig. 1. Model of the tested safety fence 

Safety fence should have a simple and economically justified design [15]. It is advantageous for the fence to 
be simple and quick to install and to require the smallest possible number of operators [16]. The paper presents three 
concepts for a mounting system: concept 1 is a solution commonly used in industry, while concepts 2 and 3 are 
original solutions. 

1) Concept 1 – metal clamps  
There are many ready-made solutions on the market, one of which is metal clamps (Fig. 2). This is one of the 

most commonly used solutions and involves the use of metal clamps that grip the mesh panel and are attached to the 
pole, using a screw connection between the clamp and the pole and between the clamp and the mesh panel. This 
solution is simple in design and manufacture, but requires specially designed screws and a lot of work during 
installation. A very advantageous feature of this solution is its low manufacturing cost, although separate structures 
for intermediate and angular connections must be taken into account (Fig. 2). The solution with a metal bracket is 
simple in design, but requires more steps during installation and increased labor during the preparation of elements for 
installation. There is also an increased number of parts, and the screws must be designed in such a way that the 
fasteners cannot be completely disconnected. The design of the system must not create a risk of losing any of the 
components of the fastening system. 
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(a) (b) 

Fig. 2. Metal clamps available on the market; (a) clamp for indirect (parallel) connections, (b) clamp for angular (perpendicular) connections 

2) Concept 2 – snap-on caps  
The second concept, which is our own solution, is the use of a cap with a snap-on mechanism, mounted at the 

end of the mesh panel in contact with the post (Fig. 3). The cap utilizes the deformation of the material during 
pressing, which is caused by the overlapping geometry of the objects. When the cap is fixed at the correct height, the 
snap closes, fixing the position of the post and the mesh (Fig. 4.). Disassembly involves inserting a tool that allows the 
latch to be pulled away from the geometry on which it was locked. 

 

 

 

Fig. 3. Model of a snap-on cap used to connect a mesh panel to a post 

 

 
 
1 – mesh panel, 2 – mesh panel profile, 3 – snap-on cap, 4 – fence post 
 

Fig. 4. The concept of using a snap-on cap as a fastening system in safety fences 
 

3) Concept 3 – mounting pin  
The third concept, also our own, is a connection using a fixing pin installed in the pole structure or mesh 

profile. It allows for a simple design and quick installation. The mesh panel support profile has a hole that allows the 
pin with a tool hole to be inserted and locked in place in order to release the lock during disassembly (Fig. 5).  

 

4 

1 

3 

2 



Material and Mechanical Engineering Technology, №3, 2025 

44 
 

 
 

1 – pin, inserted into the installation hole, 2 – double-sided latch 

Fig. 5. Mounting pin with latch 

The solution using a mounting pin allows for quick installation, but requires a specially designed tool for 
removal. The pin itself must be permanently connected to the post by pressing it in. The pin must be installed in such 
a way that it can be removed from the inside of the protected area to allow for removal once the security fence is fully 
assembled. The pin, when installed in the socket, passes through the cutouts in the mesh profile and the fence post, 
resulting in a snap-in effect after passing through the last hole in the post. The advantage over metal clamps (Fig. 2) is 
that the element is less visible from the outside, which translates into better transparency of the mesh panels due to 
less visibility restriction (Fig. 6). 

 

 
 
1 – mesh panel, 2 – mounting pin, 3 – mesh panel profile, 4 – fence post, 5 – cutout for mounting pin in the post 
 

Fig. 6. Installation of mounting pins in a safety fence 
 

 Another advantage of this solution is the possibility of installing the mesh panel on either side of the pole, as 
the holes required for installation can be made on either side of the pole as needed. This translates into lower 
production costs, as only one type of pole, one type of mesh panel, and one type of pin are manufactured. 

During the simulation, a fence model was prepared (Fig. 7), whose structural changes resulted solely from the 
fastening system used. Each model consisted of four fence posts, three mesh panels, and the number of fasteners 
required to connect the mesh panels and posts. In addition, each fence was subjected to the force of gravity to bring 
the simulation results closer to reality, and a static force of 2000 N was applied to the entire side surface of the panel 
profiles.  
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1 – force of 2000 N acting on the side profile of the panel, 2 – force of gravity loading the fence 
 

Fig. 7.  Model of a safety fence with forces acting on it 
 

The main parameter assessed in the simulation was displacement, where the displacement of the point 
furthest from the initial position was evaluated and, on this basis, the stiffness of the fence was assessed. This value 
was read by the program used to model the fence and perform the simulation. 

 
2. Simulation results 

The first simulation (Fig. 8) was performed for concept 1 – intermediate and angular clamps. The fully 
reconstructed fence, which uses clamps as a system for attaching mesh panels to posts, results in a panel displacement 
of 17.427 mm when a force of 2000 N is applied to the surface of the mesh panel frame. However, the main advantage 
of this solution in terms of strength is the possibility of using an increased number of fasteners. This is more 
advantageous due to the increased rigidity of the structure, but it requires more time for installation and more work by 
the operator, and increases the cost of purchasing clamps. The simulation result using three pairs of clamps on each 
fence post (Fig. 9) shows a reduction in the maximum displacement of the fence by almost 3 mm compared to the first 
simulation tests for the solution with one pair of clamps. 

 

 
 

Fig. 8. The results of simulation strength tests for a fence fixed with one pair of clamps 
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Fig. 9.  Results of simulation strength tests for a fence fixed with three pairs of clamps 

Based on simulation tests for fencing using caps (Fig. 10), i.e., the second concept, similar results were 
obtained as for clamps, but due to the method of installing the caps, it is not possible to use multiple caps to increase 
the rigidity of the fence. 

 

 
 

Fig. 10.  Results of simulation strength tests for fencing secured with caps 

After applying a force of 2000 N and gravitational force, the maximum displacement equal 19.27 mm was 
obtained. This is a displacement that is almost 2 mm greater than the previous solution, which was based on a single 
pair of clamps, and almost 5 mm greater than the solution with three pairs of clamps. 

The fastening pins, which constitute the third concept of the fastening system solution, can be used multiple 
times to achieve higher fence rigidity. The results of the simulation (Fig. 11) carried out on a fence using this element 
show that the maximum displacement value is almost the same as for a single pair of fastening clamps and amounts to 
17.432 mm. No simulation was performed for the solution with multiple fastening pins because the data collected so 
far allows us to predict its results. However, it is worth noting that although the maximum displacement value itself is 
comparable, the pin is a more advantageous solution in terms of strength, not because of the rigidity of the fence, but 
because of its inherent durability. Metal clamps are made of bent thin sheets of metal. The pin, on the other hand, is 
turned from a thick metal rod. Resistance to deformation and stress will therefore be significantly greater for the pin 
than for the clamps. Therefore, it is worth considering mounting pins as a more durable solution, while ensuring the 
same level of fence rigidity. 
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Fig. 11. Results of simulation strength tests for fencing fixed with pins 

From the data collected (Fig. 12) from the strength simulation, the lowest maximum displacement value can 
be observed for three pairs of clamping collars. There is only a slight difference in maximum displacement between 
one pair of clamps and the fastening pins, with the clamps being significantly cheaper, but less advantageous in terms 
of the assembly process and strength considerations. The cap provided the least rigidity for the fence. 

 

 
 

Fig. 12. Maximum displacement chart for simulation tests performed 

3. Economic and ergonomic analysis 

The fastening system solution in safety fencing should be economically justified while ensuring adequate 
strength and ergonomic installation, where one of the key features is the number of operators required for installation, 
installation time, and availability of installation components. Poor ergonomics, on the other hand, can cause 
musculoskeletal strain [17-19]. 

The metal clamps used in the first concept of the fastening system require the use of two or three types of 
clamps: intermediate, angular, and end clamps. Clamps are one of the most common solutions, which is why their 
purchase price is very low at wholesale prices. It is unlikely that starting your own production of these elements would 
result in lower or even the same costs of erecting a fence. Especially since three types of clamps may be required to 
build a fence, in-house production of these elements will almost certainly not be cost-effective for single or small-
batch production. Therefore, it remains to purchase clamps from the market, which are affordable. It was assumed in 
the work that multiple clamps could be used. However, even when using single pairs for assembly, this is a solution 
that will probably require the most time during installation. This is due to the design of the clamp, which consists of 
two elements that must be permanently connected to each other. After placing the mesh panel between these elements, 
the clamp must be tightened properly to prevent the panel from shifting or becoming loose. Each clamp must be fixed 
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at the correct height of the fence. If appropriate markings have been made on the posts or fixing holes, this will speed 
up the operation. However, one pair of threaded connections must be screwed onto each pair of intermediate or angle 
clamps. The operation would be much faster with the use of a suitable electric device, but this requires having it in 
your equipment. The fence can be installed by a single operator with proper planning of the operation and assembly 
activities, but this can be significantly more difficult. Mounting the mesh panel on a support element does not ensure 
that all degrees of freedom are eliminated. The panel may rotate and fall out of its axis, posing a risk of injury to the 
operator. In addition, intermediate and angle clamps should be installed with two adjacent mesh panels placed on the 
supporting elements. For this reason, a second operator may be required during installation for this fence model. 
Installing a fence using clamps may require specialized tools to speed up the process. This solution also does not offer 
the possibility of quick disassembly and will be as complex as installation. This is certainly the solution with the worst 
ergonomics; despite its low production cost and simplicity of construction, it does not offer the possibility of quick 
and easy installation. 

The snap-on cap presented as the second fastening system concept has a complex design, and the material 
used must have elastic properties to ensure proper functioning of the fastening element. Depending on the technology 
used, its production can be very costly. Manufacturing the cap by injection molding involves significant costs in the 
form of purchasing the appropriate equipment and making the injection mold. For small-batch production, it is more 
advantageous to use the injection molding services of an external company, but this requires an injection mold, which 
is very expensive to manufacture. The price of the material itself is low compared to the costs associated with this 
technological process. Therefore, this solution could be used in mass production, where the cost of starting production 
is not so significant due to the planned sales horizon and production volume. Caps offer much faster installation, but 
their installation involves difficult access to the installation area. It is necessary to reach the upper end of the mesh 
panel profile in order to install the cap, which snaps into place. This can be done by a single operator, as they are able 
to install the mesh panel on the support element, climb onto a step or ladder, and install the cap. This is not the safest 
solution, but it is definitely possible. The installation of the cap itself consists only of inserting it into the mesh panel 
profile, after adjusting its angle relative to the post profile, lowering it, and snapping it onto the profile. A step or 
ladder will definitely be needed. This may not be necessary for safety fences of lower height. For the disassembly 
process, a ladder or step stool should again be used to provide access to the area for the disassembly tool, which must 
be inserted to knock the latch out of the post geometry before disassembling the mesh panel. This is a favorable 
solution in terms of installation, but the main disadvantage is the need to use a step stool or ladder for tall fences. 

The third concept based on a mounting pin is a solution whose cost is comparable to that of metal clamps, 
and is slightly higher or almost identical to the cheapest solution on the market presented in the first concept. The cost 
of purchasing materials, processing, and all technological processes that must be carried out in order to obtain a 
finished component for assembly can be significantly reduced. As a result, the cost of production of the component is 
very similar to that of metal clamps, with the possibility of starting your own production, which will be justified even 
for small-batch production. This is due to the availability of the tools necessary to manufacture this element, mainly a 
hydraulic press and a CNC lathe, which, unlike the injection mold mentioned in the second concept, can be used for 
other projects or sold after production is completed. The installation of pins, i.e., the third concept, differs slightly 
from the installation of a cap, i.e., the second concept, and also requires at least one operator. It is still a relatively 
simple process that can be carried out fairly quickly. The only thing you need to do is insert the pin into the mounting 
holes after determining the position of the mesh panel. The disassembly process is similar to that described in the 
concept with a mounting cap and consists only of releasing the lock from the pin and sliding it out of the hole in the 
fence post. This solution is therefore the most advantageous in terms of the ergonomics of installation and removal. 
Like the other concepts, it requires the use of tools, but does not require a step ladder or ladder and allows for quick 
installation and removal. 

Table 1 contains a multi-criteria comparison of the concepts under consideration, compiled on the basis of 
analyses and simulations. Each aspect is assessed on a scale of bad, good, and very good. A poor rating means that the 
solution has the worst rating for the selected parameter among the concepts under consideration; the opposite applies 
to a very good rating. A good rating places the solution in the middle or in the same position as other solutions with 
the same rating for the aspect under consideration. Based on this table, it is possible to quickly identify the solution 
that best reflects the consumer's needs depending on their situation. 

 
Table 1. Multi-criteria comparison of solutions 

Solution Strength Cost Ergonomics 
Concept 1 Good Very good Bad 
Concept 2 Bad Bad Good 
Concept 3 Very good Good Very good 

 
Conclusion 

The article presents the results of simulation strength tests for selected concepts of fastening systems in safety 
fences. Based on the tests conducted and the results obtained, the following conclusions can be drawn: 

1. The use of one metal clamp allowed for a maximum displacement of 17.427 mm; 
2. The use of multiple clamps allowed for the greatest reduction in displacement, bringing it down to 

14.66 mm; 
3. The mounting cap achieved the worst result of all, with a displacement of 19.27 mm; 
4. The mounting pins allowed for a displacement value similar to that of a single pair of clamps, with a 

slight, barely noticeable difference in favor of strength considerations; 



Material and Mechanical Engineering Technology, №3, 2025 

49 
 

5. Mounting pins and clamps can be used in multiple quantities to significantly increase the rigidity of 
the entire fence, although this entails higher construction costs and requires more manpower during installation; 

6. Pins are a more robust solution compared to clamps, as their construction is more durable and 
resistant, and the system consists of fewer components. 

Based on the simulations and analysis carried out, mounting pins can be considered the most advantageous 
solution, both in terms of strength, economy, and ergonomics (Table 1). They ensure high fence rigidity, higher than 
all others considered in this study, and additionally have high inherent resistance to loads and stresses. What is more, 
their production method does not involve complex technological processes that require increased financial outlays. 
Although metal clamps are certainly a cheaper solution in economic terms, they require the design and production of 
three versions of the same element: intermediate clamps (parallel connection), angle clamps (perpendicular 
connection), and end clamps (located on the last post in the fence). The pin is manufactured as a single design solution 
for all types of connections. Caps are also not economically advantageous due to their complex shape and 
construction. They require injection molding, which is associated with high start-up costs and is completely 
unprofitable for small-batch production. For ergonomic reasons, no solution can match snap-on caps, which are the 
fastest to install, but properly prepared posts and panels can be connected just as quickly using pins. 

The test results and analysis of solutions are sufficient to consider the mounting system solution using 
mounting pins to be inexpensive, robust, and easy to install. Based on this knowledge, a suitable design can be 
prepared for further testing. This design can also be left for further development without yet moving on to the 
production stage. The right direction for development would be to refine the pin design so that the latch release system 
is already inside it and only requires the use of a special tool to release it, which will allow unnecessary interference 
with the pole structure to be avoided. This is because the current solution provides for special holes to allow the pin to 
be removed. Therefore, it is worth optimizing the design in terms of assembly efficiency (DFA), reducing the number 
of assembly and disassembly operations and simplifying them. It is also possible to adapt the design of the fences 
themselves to different assembly methods, which do not necessarily require human involvement. Fence installation 
can be robotized to eliminate or reduce the need for human labor. The implementation of Lean Manufacturing should 
also be considered in order to continuously improve processes, eliminate material waste, and improve production 
efficiency.  
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Abstract. Aggressive operating conditions, such as high temperatures, chemical environments, abrasive wear, and 
corrosion, lead to premature wear and failure of parts in the metallurgical and machine-building industries. To solve 
this problem, protective coatings are used, but traditional methods (galvanic, chemical treatment) often do not provide 
sufficient reliability in extreme conditions. One of the most effective solutions is gas thermal spraying, which allows 
coatings with unique properties such as high hardness, wear resistance, corrosion resistance, and strong adhesion to 
the substrate to be applied. This article is devoted to the analysis of the operating conditions of parts in aggressive 
environments and the justification for choosing gas thermal spraying as the optimal protection method. Particular 
attention is paid to the selection of powder materials, such as WC/Co, Cr3C2-NiCr, Cr2O3, and Al2O3, depending on 
the type of wear (corrosive, abrasive, adhesive). Various types of gas thermal spraying and their advantages are 
considered. The correct choice of material and spraying method can significantly increase the service life of 
equipment, reduce repair costs, and increase overall production efficiency. 
 

Keywords: corrosion, wear, adhesion, hardness, protective coating. 
 

Introduction 

Modern industry, particularly the metallurgical and machine-building sectors, faces the problem of premature 
wear and tear and destruction of machine parts and equipment [1]. The reasons for this are aggressive operating 
conditions, including exposure to high temperatures, aggressive chemical environments, abrasive wear, corrosion, and 
erosion [2]. These factors lead to a reduction in the service life of parts, increased repair and replacement costs, and 
production downtime [3]. 

 This problem is global in nature, causing significant economic damage estimated at billions of dollars 
annually. According to research, losses associated with corrosion and wear amount to 4-5% of the GDP of developed 
countries, with a significant share of these losses attributable to industrial equipment [4]. In the context of the 
metallurgical and machine-building industries, where parts operate under extreme temperatures, high mechanical 
loads, and aggressive chemical environments, the problem of wear becomes particularly acute [5]. 

The key types of wear leading to premature failure of parts are corrosion, mechanical (adhesive, abrasive), and 
fatigue wear [6]. Each of these mechanisms has its own specific characteristics and requires an individual approach to 
protection. 

In the metallurgical and machine-building industries, parts are regularly exposed to aggressive environments. 
In metallurgical furnaces, casting and heat treatment equipment, parts are exposed to hot gases, melts, and slags [7]. 
For example, in continuous steel casting plants, parts that come into contact with molten metal are subject to intense 
corrosion, which reduces their service life to a few weeks [8]. In mechanical engineering, especially in the 
manufacture of chemical equipment, parts work in contact with solutions of acids, alkalis, salts, and other aggressive 
reagents [9]. For example, in pumps for pumping sulfuric or nitric acid, in valves and pipelines, corrosion can lead to 
complete destruction of parts within a few months, creating a threat of accidents [10].  

Parts operating in the open air are exposed to atmospheric precipitation, industrial emissions, and salts, and are 
subject to corrosion and mechanical wear, significantly reducing their service life [11]. According to research [12], 
even in a temperate climate, the corrosion rate of unprotected steel can reach 0.1-0.2 mm per year, and in aggressive 
industrial atmospheres, this figure increases several times. 

The solution to this problem lies in the use of protective coatings, which significantly extend the service life of 
parts and increase their reliability [13]. They often have thickness limitations, are brittle, have low adhesion, or are 
insufficiently resistant to combined effects [14]. 

Among the many existing coating methods, gas-thermal technologies occupy a special place. Gas-thermal 
coatings have a unique combination of properties, such as high hardness, wear resistance, corrosion resistance, and 
adhesion to the substrate [15]. 

To ensure the physical and mechanical properties of the coating, it is necessary to select the right material for 
gas thermal spraying. Powders used for gas thermal spraying can be classified according to their chemical 
composition and purpose [16]: 

1)    Powders based on metals and alloys;  
2)    Powders based on carbides, borides, and nitrides; 
3)    Powders based on oxides; 
4)    Composite powders (cermets); 
Powders based on metals and alloys are the most extensive group, including materials based on iron, nickel, 

cobalt, copper, and their alloys. They are used to restore the dimensions of parts, increase wear resistance, and 
improve corrosion resistance [17]. Powders based on carbides, borides, and nitrides, often referred to as hard alloys, 
have exceptional hardness and wear resistance. The most common are tungsten and chromium carbides [18]. Oxide-
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based powders, such as aluminum oxide (Al2O3), zirconium dioxide (ZrO2), and chromium oxide (Cr2O3), are used to 
create coatings with high hardness, wear resistance, and heat resistance [19]. Composite powders are a mixture of a 
metal matrix and a solid phase (e.g., carbides or oxides). They combine the plasticity of metal and the hardness of 
ceramics, making them ideal for conditions of abrasive wear and impact loads [20]. 

The assessment of the operating conditions of parts in the machine-building and metallurgical industries that 
operate in aggressive environments and the selection of materials for gas thermal spraying are key to improving the 
reliability, durability, and cost-effectiveness of equipment as a whole.  

In this regard, the purpose of this article is to analyze the operating conditions of parts in the metallurgical and 
machine-building industries that operate in aggressive environments and to justify the use of gas-thermal coating as 
the most effective and universal solution for their protection. Particular attention will be paid to the selection of 
optimal chemical compositions for coatings capable of withstanding specific types of aggressive exposure. 

 
1. Working conditions for parts in the metallurgical and machine-building industries 

Machine and equipment parts in the metallurgical and machine-building industries are exposed to various 
aggressive environments, which can be divided into several groups, as shown in Table 1. 

 
Table 1. Aggressive environments and components in the metallurgical and machine-building industries 

Environment Part Consequence of interaction between a 
part and its environment 

Diluted solutions of nitric 
acid, solutions of salts with 
oxidizing properties 

Fastening parts, rollers, bushings for 
machines and vessels (Figure 1a) 

Nitric acid causes intense corrosion of 
most metals, especially carbon and 
low-alloy steels. 
Salt solutions cause active corrosion, 
especially in areas of stress 
concentration. 

Atmospheric precipitation, 
aqueous solutions of organic 
acid salts at room temperature, 
shock loads 

Parts with increased plasticity that are 
subject to impact loads – hydraulic 
press valves (Figure 1b) 
Parts that come into contact with 
atmospheric precipitation – pipes 
(Figure 1c) 

Corrosion is exacerbated by 
mechanical stresses, leading to 
corrosion-mechanical wear. These 
stresses can cause damage to coatings 
and substrates. 

Temperatures up to 1200 °C 
in air and hydrocarbon 
atmospheres 

Sheet metal parts for furnace rollers 
(Figure 1d), hangers and supports in 
boilers, furnace screens (Figure 1e) 

Accelerate corrosion processes and can 
cause thermal destruction of the part 
surface. 

Temperature up to 780°C Rotors, discs, blades (Figure 1f) Leads to thermal stresses, which can 
cause the coating to peel off. 

Conditions of abrasive wear Plungers, rods (Figure 1g), guide 
rollers, grippers 

Destruction of the part’s surface  

Conditions for adhesive wear Piston rings (Figure 1 h), hydraulic 
cylinder rods, plain bearings (Figure 
1i), bushings 

Scuffing, scratches, micro-welding on 
the surface of the part 

 
Mating parts of machines and equipment in the metallurgical industry operate under extreme conditions, which 

leads to the appearance of various surface defects that accelerate wear and tear and can lead to breakdowns. These 
defects can be classified according to their origin and nature. Abrasive wear caused by the impact of solid particles 
(dust, dirt, wear products) entering the friction zone. This leads to the formation of scratches, grooves, and scuffs on 
the surface of parts, which increases friction and temperature. Fatigue wear occurs under the influence of high 
alternating loads, which leads to the formation of microcracks on the surface [21]. Over time, these cracks grow, and 
metal particles separate from the surface, forming spalling. The causes of fatigue wear are often defects in the 
structure of coatings, such as pores, cracks, and oxide films. To prevent this, dense coatings are necessary. Adhesive 
wear occurs when working without lubrication or when there is a lack of it. In this case, areas of rubbing surfaces 
adhere at the molecular level and then break down, leading to the formation of deep scratches and grooves. 

In order to avoid the consequences of surface damage to parts operating in aggressive environments, protective 
coatings must be used. One promising direction for applying protective coatings is gas thermal spraying. Gas thermal 
spraying is a process of heating, dispersing, and transferring condensed particles of the sprayed material by a gas or 
plasma flow to form a layer of the desired material on the substrate [22]. 
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a) b) c) 

   
d) e) f) 

   
g) h) i) 

 
Fig. 1. – Effects of aggressive environments on parts in the metallurgical and machine-building industries 

 
The following types of gas-thermal spraying are most commonly used to increase the wear resistance of parts: 

high-velocity oxygen fuel (HVOF) spraying / high-velocity (supersonic) spraying (HVAF); plasma spraying, 
detonation spraying [23]. 

There are several methods of gas-flame spraying, depending on the energy that acts on the sprayed material 
(Figure 2). 

 

 
 

Fig. 2. – Classification of gas-thermal spraying methods based on the energy source 

 
The use of gas-thermal coating application has a number of significant advantages [24]: 
1) Gas-thermal methods allow coatings to be applied from a wide range of materials: metals, alloys, cermets. 

This makes it possible to select the optimal coating composition for any aggressive environment and operating 
conditions; 

2) During gas thermal spraying, coating particles in a plastic state collide with the substrate at high speed, 
forming a strong mechanical bond and, in some cases, a diffusion bond; 

3) Gas-thermal coatings can have a thickness ranging from tens of microns to several millimeters, 
which allows for the creation of reliable protection against corrosion wear; 

4) During the spraying process, the substrate temperature usually does not exceed 150-250 °C, which 
eliminates thermal deformation, structural changes, and softening of the part; 

5) Gas thermal spraying can be used not only to protect new parts, but also to restore worn ones, which 
significantly reduces repair costs. 

6) Many gas thermal processes are more environmentally friendly than galvanic processes, as they do not use 
toxic chemicals. 
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2. Materials for improving the wear resistance of parts in the metallurgical and machine-building 

industries 

 
The choice of powder for gas thermal coating depends on the service properties of the part (relative wear 

resistance, friction coefficient, heat resistance, corrosion resistance, heat resistance, contact endurance). 
Taking into account the types of wear during the operation of parts in the metallurgical and machine-building 

industries, materials for gas thermal spraying can be classified (Table 2). 
 

Table 2. Materials for gas thermal spraying for a specific type of wear 

Type of wear Material for gas thermal spraying 
Corrosion wear Co-, Ni-alloys or Cr2O3 and Al2O3 impregnated oxide/ceramic coatings 
Abrasive wear WC/Co and mixture NiCrBSi + WC/Co 
Adhesive wear Mo + NiCrBSi 

 
Corrosion wear is successfully countered by: 
1) Cermets: 
– tungsten carbide (WC-Co 88-12, WC-Co-Cr 86-10-4); 
– chromium carbide (Cr3C2-NiCr 75-25);  
2) Metal oxides (Cr2O3, Al2O3).  
The hardness of typical wear-resistant coatings is shown in Figure 3. 

 

 
 

Fig. 3. – Hardness of wear-resistant coatings 

 
Aluminum oxide (Al2O3) is a very hard but brittle material. Aluminum oxide spraying creates coatings with 

high hardness and excellent dielectric properties [25]. The coating has good wear resistance to abrasion. Aluminum 
oxide coatings are used on parts operating under abrasive wear conditions where high impact strength is not required. 
It is used for insulating coatings on pump shafts where electrical insulation and wear resistance are required. In 
metallurgy, it is used on guide rollers operating at high temperatures. 

 

Tungsten carbide in a cobalt matrix (WC-Co) is the most well-known and widely used cermet for gas thermal 
spraying [26]. Tungsten carbide (WC) particles provide exceptional hardness and wear resistance, while the cobalt 
matrix (Co) binds them together, providing the necessary ductility and strength. The ratio of WC to Co can vary (e.g., 
WC-12Co, WC-17Co) depending on the required properties. WC-Co coatings are used to protect against abrasive 
wear and erosion. They are applied to rods, pump sleeves, plungers, seals, and wear surfaces in the metallurgical 
industry (e.g., guide rollers, grippers). The coating has high compressive strength and excellent erosion resistance. 

The main advantage of Cr3C2-NiCr lies in the synergy (complementary action) of its components [27]. Cr3C2 
provides exceptional hardness and wear resistance. NiCr (the binding matrix) provides ductility, adhesion strength, as 
well as corrosion and heat resistance. The coating is applied to ball valves, valve seats, and pump impellers to increase 
their wear resistance in aggressive environments. Cr3C2-NiCr coating is also applied to shafts operating under 
conditions of friction and wear, such as pressure rollers in the metallurgical industry. As a replacement for hard 
chrome, Cr3C2-NiCr coating is applied to hydraulic cylinder rods. This provides high wear resistance, corrosion 
protection, and better environmental performance compared to chrome plating. 

The Cr2O3 coating is a hard, dense, and chemically inert ceramic. It is this coating that determines the key 
properties of the coating [28]. The Cr2O3-based coating has high microhardness, which makes it extremely resistant to 
abrasive wear and erosion. This property is its main advantage. The coating has natural lubricating (tribological) 
properties, which reduces friction between mating surfaces. This is especially important in conditions of dry friction 
or insufficient lubrication. Chromium oxide is a stable compound and does not react with most chemically aggressive 
environments, providing excellent corrosion resistance. Cr2O3 is also stable at high temperatures and does not lose its 
properties, allowing the coating to be used in conditions where metals can soften or oxidize. This coating is applied to 
protect parts from abrasive wear and corrosion, especially when pumping aggressive liquids (for example, for pump 
rods and plungers in the chemical industry or at treatment plants). 

To protect against high-temperature corrosion, the schemes shown in Figures 4 and 5 are used. 
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Fig. 4. - Corrosion coatings operating at temperatures up to 1000 °C 

 

Fig. 5. - Thermal barrier coatings for turbine blades (up to 1,200 °C) 

 
To increase wear resistance, WC/Co or NiCrBSi+WC/Co mixtures are used in cases where the part is subject 

to abrasive wear [29]. At the same time, to achieve high and uniform hardness, as well as a homogeneous and dense 
coating structure, it is best to use high-velocity oxy-fuel spraying (HVOF/HVAF) for mating surfaces. 

To avoid adhesive wear, it is necessary to prevent metallurgical interaction between surfaces, which leads to 
micro-welding. For example, in engine cylinders, this is achieved using a special porous coating. It is applied using 
plasma spraying (a mixture of molybdenum and NiCrBSi), and the pores retain the lubricant. Ni-Cr-B-Si is a self-
fluxing powder widely used for spraying and melting [30]. The nickel base provides good corrosion resistance and 
strength. Chromium (Cr) increases corrosion and erosion resistance, while boron (B) and silicon (Si) lower the 
melting point and promote the formation of a glassy phase during melting, which ensures a dense and non-porous 
coating. 

The use of specialized powder materials in gas thermal spraying technology opens up wide opportunities for 
improving the wear resistance, corrosion resistance, and strength of parts in the machine-building and metallurgical 
industries. The right choice of material, taking into account the operating conditions of the part and the required 
properties of the coating, can significantly extend the service life of equipment, reduce repair costs, and increase 
overall production efficiency. Each material has its own area of application, from metal-ceramic powders that provide 
exceptional hardness to ceramic materials that create heat-shielding barriers.  

In summary, in order to select the optimal material for gas thermal coating, it is necessary to know: 
- the operating conditions of the part - abrasive wear, erosion, corrosion, impact loads, high temperatures; 
- the required properties of the coating - hardness, strength, corrosion resistance, thermal insulation properties; 
- the spraying method - high-velocity oxygen fuel (HVOF) spraying, plasma spraying, detonation spraying, etc. 
This makes gas-thermal coating a versatile and indispensable tool in modern industry. 
 

Conclusion 

Parts used in the machine-building and metallurgical industries are subjected to intense aggressive influences, 
such as high temperatures, abrasive wear, and corrosion, which leads to their rapid wear and destruction. Traditional 
protection methods, such as electroplating, do not always cope with extreme conditions, as they have limitations in 
terms of thickness, brittleness, and low adhesion. In this regard, gas thermal spraying has proven itself to be a highly 
effective and versatile method for protecting and restoring parts. 

A key aspect of the success of gas thermal spraying is the correct choice of powder material. Materials 
intended for spraying are divided into several groups: metals and alloys, carbides, borides, nitrides, oxides, and 
composite powders (cermets). For example, Co- and Ni-alloys, as well as ceramic coatings based on chromium oxides 
and aluminum oxide, are used for parts subject to corrosion wear. 

Under conditions of abrasive wear, carbide-based materials such as WC/Co and their mixtures with NiCrBSi 
show the best results. To protect against adhesive wear, which causes micro-welding and scoring, coatings based on 
molybdenum and NiCrBSi are used. 

Gas thermal spraying technology has a number of advantages, including the ability to create a strong 
mechanical and diffusion bond between the coating and the substrate, no thermal deformation of the part due to low 
heating temperatures, and the ability to apply coatings of varying thicknesses. This makes gas thermal spraying a 



Material and Mechanical Engineering Technology, №3, 2025 

56 
 

versatile tool that can not only protect new parts but also effectively restore worn ones. In general, a thorough analysis 
of operating conditions, the correct choice of powder material and spraying method (e.g., HVOF for high-velocity 
spraying or plasma spraying for porous coatings) can significantly increase the durability and reliability of equipment, 
reduce maintenance costs, and increase overall production efficiency. 

The next area of research will be the selection of the composition ratio of powders for gas-thermal spraying 
with damping properties using the high-speed gas-flame spraying method. 
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Abstract. Elastomeric materials, particularly natural rubber (NR), exhibit exceptional mechanical resilience, energy 
absorption, and damping characteristics, making them vital in various engineering applications involving dynamic 
loading and vibration control. However, inherent limitations such as poor ozone resistance, thermal instability, and 
insufficient mechanical stiffness necessitate material modification to meet the demands of advanced structural 
systems. This review presents a comprehensive examination of recent advancements in the reinforcement of 
elastomeric matrices with nanostructured fillers, focusing primarily on zinc oxide (ZnO), multi-walled carbon nano-
tubes (MWCNTs), and sodium bicarbonate (NaHCO₃). The effects of these additives on the tensile strength, 
elongation at break, tear resistance, fatigue life, dynamic stiffness, and damping capacity of rubber-based composites 
are critically analyzed. Additionally, the study explores the integration of optimized rubber formulations into 
viscoelastic foundations for structural elements such as plates subjected to free and transient vibration loading. 
Emphasis is placed on the interplay between molecular chain structure, cross-linking mechanisms, filler dispersion, 
and their collective impact on the macroscopic behavior of the composite system. Numerical simulation approaches, 
including finite element modeling using SOLIDWORKS, are also reviewed to highlight their role in predicting the 
structural response of plate-foundation systems. The article consolidates experimental findings and theoretical models 
to guide future research and development of high-performance elastomeric systems in vibration mitigation and 
structural damping applications. 
 

Keywords: natural rubber (NR), nano-composites, structural vibration isolation. 
 
Introduction 

The capacity to describe the mechanical response of elastomeric materials is a significant technological issue 
that needs to be fully comprehended, so it should be highlighted in detail [1]. Even though elastomers can be 
manufactured from diverse organic materials, all elastomers are polymers composed of extremely long-drawn 
molecular chains [2]. 

Elastomers are both synthetic and natural rubber. These elastomers are amorphous polymers with numerous 
combined components to form a rubber compound. The heating process and the chemical reaction of the elastomers 
called is vulcanization, which transforms the raw elastomeric materials into solid and elastic rubber materials [3]. As a 
result, elastomers are commonly referred to as rubber, and when subjected to stress, they have a high capacity for 
great deformation, distinguishing them from plastics. Put another way, they can be extended to one hundred percent of 
their original length without permanently deforming. Deformation is allowed through the polymer chain's arrangement 
and molecular structure of the elastomer. At rest, the polymer chain is incredibly warped and entangled, while the 
chain becomes linear when stress is applied [4–7]. These chains return to the normal, unstressed state after being 
released from stress. To ensure the chain is unstructured at rest, the elastomer's molecular structure should not be 
permitted to align itself and form a crystalline structure. Adding groups to polymer chains or utilizing more than one 
kind of monomer is the most common method of avoiding crystallization and regulating the aligned chains. Thus, the 
final product chain of an elastomer is cross-linking [8–11]. 

Cross-linking is the process of combining polymer chains and joining them with chemical bonds. These 
connections of chains limit motion while the strength is also increased [12]. Due to the inexpensive and availability of 
elastomeric components, they have a wide range of applications in real life and especially in engineering, such as 
tires, engine mounts, vibration isolators, gaskets, biomechanics, medical/dental, and solid propellants. They are also 
widely used due to their energy absorption and exceptional damping properties, as well as their flexibility, rebound, 
long-term use, and capability to resist humidity, high temperatures, and stress. Also, non-toxic. Elastomers are one-of-
a-kind materials. It often behaves like a very viscous fluid through processing and molding. Elastomers can be 
subjected to substantial reversible elastic deformation when their polymer chains are bonded by the curing (or 
vulcanization) process. It will return to its former shape after removing the effective force, except if a failure occurs. 
The elastomer's one-a-kind properties, such as [13,14]: 

i. Large deformations under the influence of load, and the elongation may reach five hundred percent in 
engineering applications. 

ii. The stress-strain relation is noticeably non-linear. 
iii. Exhibits substantial damping properties because of viscoelastic behaviors. 
iv. Temperature and time-dependent behaviors. 
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v. Incompressible or incompressible, which indicates that its volume changes significantly under the action of 
stress, with the Poison's ratio being near or equal to 0.5. 
The effects of high levels of vibration and noise are among the most common reasons that lead to the failure of the 
structures. As a result, rubber is used as a foundation for these structures in most applications to reduce these effects. 
In addition, Structure systems of a viscoelastic foundation are widely used in actual life for engineering applications 
such as decks of ships used as helipads for helicopters, runways of airports [14], railways vehicles, or any structure 
provided by the viscoelastic foundation. The viscoelastic foundation adds exterior damping to these structures, which 
is vital to the dynamic response. The viscoelastic foundation showed a time- time-frequency-dependent mechanical 
property. Therefore, the viscoelastic foundation is a mechanical component that is very important in the design 
process of the structure [15]. 
Relying on the above application's structure-foundation system can be represented as a thin plate sitting on the 
viscoelastic foundation. As a result, categorized the present works into two parts. Part one: studying the effects of 
adding the different percentages of ZnO and filler reinforcement (different percentages of MWCNT) to the natural 
rubber experimentally to obtain a suitable recipe characterized by good damping, good dynamic stiffness, and good 
fatigue life. Part two: Using the properties of the suitable recipe extracted from part one which recipe has good 
damping properties and good dynamic stiffness as a foundation for a thin plate to study the effects of various 
boundary conditions of plate edges, plate aspect ratio, and type of load on the dynamic response of a plate-foundation 
system analytically and numerically (by SOLIDWORKS software) [16]. 

Natural Rubber (NR) 

Natural rubber is a fundamental elastomer and continues to play a vital role in the industry. It is one type of 
rubber from the heave tree as latex that grows in tropical regions and numerous countries. Indonesia, Malaysia, and 
Thailand are the largest producers, accounting for 80% of global consumption. Collect the latex in cups, then pour 
into containers before being transferred to the rubber factor. To generate technically specified, consistent viscosity 
grades of natural rubber, the latex is treated with stabilizers such as sodium sulfite, formaldehyde, and ammonia, as 
well as hydroxylamine, which may also add to enhance coagulation. Milled the rubber into sheets, cleaned, dried, 
smoked, and finally categorized to make smoked sheets [13]. 

Natural rubber is composed of carbon and hydrogen and has the empirical formula (CHs). The structure of 
natural rubber is a cis-1,4-polyisoprene (2-methyl-1,3-butadiene), as shown in Figure (1), and it has a glass transition 
temperature of about -70 °C [15,16]. It has a flexible nature, particularly if it has a high grade of (cis.) due to the 
existence of methyl groups following one of the chains that prevent the natural rubber from sufficiently arranging 
itself. As a result, gaps will arise between particles that dissipate the energy of the vibration wave. On the other hand, 
the uniformity of the molecular structure enables natural rubber to crystalline at low temperatures and increases 
hysteresis [17]. 

Furthermore, natural rubber has excellent low-temperature resistance, even down to -57 °C, where its stiffness 
can increase significantly [18]. Springs, bearings, vibration isolators, and heavy-duty tires are among the products 
made from natural rubber. It is utilized in seals, hoses, belts, conveyors, and other items for a specific function [19]. 
Table (1) lists the characteristics of Natural rubber. 

 
 

Fig. 1. - Natural Rubber Structure. 
 

Table 1. Advantages and disadvantages of NR [20]. 

Advantages Disadvantages 

Tear Strength Uniformly of Quality 

Wear Resistance Aging Resistance 

Impact Resilience Fatigue Resistance 
Low Heat Generation Ozone Resistance 

 

Sodium Bicarbonate (NaHCO3) 

The structure of sodium bicarbonate NaHCO3 or sodium hydrogen carbonate is represented by the monoclinic 
crystalline form. This salt is composed of sodium ions and bicarbonate ions, where (NaHCO3) is its molecular 
formula. It is commonly called baking soda. It has a weak base and is used in cooking. The pH value is about 8.31. 
Figure (2) shows that structure. 
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Fig. 2. - Carbon Nano-tubes (CNTs). 

 
Ijimain Japan discovered CNTs in 1991 [21]. CNTs are among the most investigated nanomaterials owing to 

their unique features, for instance, high ratio of length to diameter, extraordinary strength, remarkable visuals, and 
conductivity experiences, making them attractive options for a diverse range of different applications [22]. A CNT is a 
graphene sheet (with carbon atoms arranged in a hexagonal pattern similar to the honeycomb) wrapped up to produce 
a hollow cylinder with diameters typically measured in a nanometere. 

A nanometer is one-billionth of a meter, or around ten thousand times smaller than a human hair [23]. In other 
words, a graphene sheet shows a rolled-up chicken wire with a continued intact hexagonal lattice and carbon 
molecules at the vertexes of the hexagons [24,25]. 

Carbon nanotubes (CNTs) come in three types: MWCNTs, double-walled CNTs (DWCNTs), and Single-
walled carbon nanotubes (SWCNTs). Because of the high aspect ratio (length-to-diameter ratio) and small diameter, 
the (SWCNTs) are 1D (meaning one-dimensional) substantial allotropes of carbon atoms. SWCNT has a hollow 
cylindrical shape produced by rolling a single layer of graphene sheets. Two or multiple rolling sheets of concentric 
graphene nano-tubes inside other nano-tubes give DWCNTs and MWCNTs respectively. Figure (3) shows the three 
types of CNTs mentioned earlier [26]. 
 

 
 

Fig. 3. - Types of CNTs. 

 
Russian doll and Parchment structures are the two types of MWCNTs. In the Russian doll structure, numerous 

concentric CNTs that, the structure has a small and large diameter). Meanwhile, in the parchment structure, a single 
graphene sheet is wrapped around itself many times, similar to a rolled-up paper scroll, as seen in Figure (4) [27]. 
 

 
 

Fig.4. - Structures of MWCNTs. 

Chemical vapor deposition are discharge, and laser ablation are three ways of producing CNTs. Most of these 
operations are carried out in emptiness or using gases for treatment. In chemical vapor deposition, the CNTs may be 
developed in airless or air pressure. All of these techniques can produce high-quality nanotubes in large amounts 
[28,29]. 

The arc discharge method generates CNTs by containing a chamber with two opposite electrodes (anode and 
cathode) constructed of graphite poles. These electrodes are placed in inactive gas (argon or Helium at 500 TORR), 
and a potential difference is used between them to produce an arc-resulted plasma. As a result, the carbon atoms are 
evaporated and deposited on the cathode pole, illustrated in Figure (5) [30,31]. 
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Fig. 5. - Arc discharge device. 

 
In the laser ablation method, CNTs are produced by applying a laser beam to a solid graphite target instilled in 

a quartz tube within an inactive environment and subjected to a temperature of about 1200 °C, as seen in Figure (6). 
As a result, the graphite target evaporates, and then the carbon tubes are deposited on a copper collector that is cooled 
by water [32,33]. 

 

 
Fig.6. - Laser ablation method. 

 
Injected the reaction compartment with a combination of hydrocarbons such as (ethylene ethanol, propylene, 

acetylene, CO, and methane), a metal catalyst such as (CO, Fe, and Ni), and inert gas, as shown in Figure (7). After 
injection, the reaction compartment is heated to temperatures between (500-1000 ℃ at the air pressure), and nano-
tubes are formed on the device's base due to fractured hydrocarbon [34,35]. 

 

 
Fig. 7. - Chemical vapor deposition method. 

 
Natural rubber is extensively used in many engineering applications because of its advantages, such as 

flexibility. However, some properties, like ozone resistance, oil resistance, damping, fatigue, and dynamic stiffness, 
are unsuitable for some applications. So, rubber blends, that is, natural rubber mixed with one or more types of 
synthetic rubber, are considered an appropriate way to change the efficiency of rubber materials to obtain the desired 
properties. 

Carbon black remains the most common and extensively used reinforcing filler. Furthermore, its properties, 
such as particle size, surface activity, structure, and surface area, influence the basic properties of polymers. 
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CNTs are used as reinforcing fillers added to rubber compounds to enhance their electrical, mechanical, and 
dynamic properties. The enhancement of these properties by adding CNTs in different proportions to the rubber 
compounds can be achieved when there is sufficiently better interaction between the rubber compounds and the CNT 
particles and when the CNT particles are well distributed within the polymer matrix. The viscoelastic foundations 
represent a part of the structure widely used in many engineering applications. This structure can be modeled as a 
plate, beam, or pipe sitting on viscoelastic foundations according to the application to be studied. 

The mechanical, physical, and dynamical properties of elastomers have gained extensive attention from 
researchers. Those researchers are focused on the improvement of different properties of elastomers such as tensile 
strength, elongation, compression, curing characteristics, resilience, fatigue, dynamic stiffness, damping, and swelling 
under the effects of many factors like vulcanization agents, thermal agents, blends type, and type of reinforcement 
fillers. 

The feasibility of making epoxidized natural rubber (ENR)-alumina nanoparticles composites (ENRAN) was 
studied using melt compounding followed by Sulphur curing. To examine the impact of filler loading on the cure 
characteristics and mechanical qualities, alumina nanoparticles were incorporated into the compounding recipes at 
concentrations of 10, 20, 30, 40, 50, and 60 parts per hundred rubbers (phr). SEM analysis was used to examine the 
distribution of alumina nanoparticles (SEM). Compared to empty ENRs, curing times were cut by as much as 40 
percent when alumina nanoparticles were added to the matrix. As the cross-link density rose in the presence of 
alumina nanoparticles, so did the minimum torque (ML), the maximum torque (MH), and the torque difference (MH-
ML). The ENR compound's tensile strength, elongation at break (EB), and impact strength dropped as the proportion 
of alumina nanoparticles to the total increased. However, the results showed better hardness and tensile modulus than 
unfilled ENRs. Increasing the ENRANs' MH, ML, tensile modulus, and hardness resulted from the matrix's evenly 
dispersed alumina particles [36]. 

The research was published concerning the creation of reinforced elastomer composite by adding reinforcing 
fillers Al2O3 and SiO2 individually to the styrene butadiene rubber (SBR) with a range of loading stages (0-5-10-15-20 
and 25 pp-hr). It has been demonstrated that mechanical properties, except for robustness, can be improved by adding 
reinforcing fillers and raising their loading level. In particular, silica fillers were superior to alumina fillers in terms of 
increasing these properties. In terms of ultimate strength tensile (67 MPa), with the elasticity of modulus at 100% 
elongation (13MPa) and percentage of elongation at break, the alloy SBR reinforced with silica fillers 25 pp-hr 
displayed the most significant values (172%). The silica reinforcement in the styrene-butadiene rubber decreased its 
minimum resilience to 65.59 percent. The figures for its hardness and abrasion resistance were also the highest and the 
lowest, respectively. The loading amount of reinforcing fillers had a notable impact on the physical characteristics, 
which meant that the liquid's action (swelling) was unique to that factor. By incorporating the strengthening of fillers 
and an increase in in terms of thermal conductivity, the filler loading was also improved. Fillers made of alumina 
rather than silica tend to significantly impact heat conductivity. Due to the increasing volume of reinforcing fillers, 
rubber composites' specific gravity must be increased [37]. 

The NR nano-composites were prepared using pure attapulgite (PAT) or modified attapulgite (MAT) in a 
double-roller plasticator mixer (PAT-450 and PAT-850, respectively), both of which were heated to 450 and 850 
degrees Celsius for two hours. Modified attapulgite was distinguished by its immaculate crystal structures, which 
were clear by FTIR, TEM, XRD, and BET analysis. The findings suggested that the attapulgite's structure shifted 
when the temperature was raised. The mechanical characteristics of the NR nano composites were also studied to see 
how they were affected by the PAT treatment and composition. The data demonstrated that AT facilitated the natural 
rubber curing process. Nano composites containing various kinds of attapulgite outperformed pure NR samples in 
terms of tensile strength, wear ability, and solvent resistance. Scanning electron micrographs revealed that the filler 
was localized at the interface, which caused compatibilization with otherwise immiscible mixes. A thermo gravimetric 
study showed that the NR/PAT nanocomposites significantly increased thermal stability [38]. 

The nano fillers reinforced natural/synthetic rubber were studied, and the production of synthetic composites 
with micro and nano-CaCO3 as filler material was also studied for comparison purposes. It has been discussed how 
fillers may change rubber's mechanical strength, thermal conductivity, and permittivity, among other qualities. 
However, the nanoparticles' high surface energy makes them prone to climbing together, which has proven to be a 
challenge. Nano-sized calcium carbonate (CaCO3) is used as a reinforcing agent in various sports equipment 
compositions (laminated sheets for inflated balls, for example). CaCO3 particles are impermeable; therefore, the 
permeability to gases and vapors becomes lower when added to flexible polymeric membranes. Permeation values 
were reduced because the nano-CaCO3 filler in NBR formed a more convoluted route against gas penetration than 
traditional fillers [39]. 

Work on the fabrication of Matrix composites was achieved Using curauá fiber and a nanoparticulate mineral 
(montmorillonite clay - MMT) as reinforcing agents were, made from Styrene-Butadiene-Styrene (SBS) (SBS). 
Composites with 5, 10, and 20 percent cure Fiber and a maleic anhydride grafted styrene (ethylenic butylene)-styrene 
triblock copolymer underwent testing for tensile strength, grip strength, rebound resilience, flex fatigue life, abrasion 
loss, hardness, and water absorption (MA-g-SEBS) coupling agent. The best mechanical properties were found in the 
hybrid SBS composite containing 2% MMT and 5% curauá fiber. Increases in All mechanical parameters were 
negatively affected by fiber content up to 20 wt.%, and tensile strength was negatively affected by the addition of 5 
wt.% MMT. The poor mechanical performance of composites with increasing concentrations of curauá fiber and 
MMT nanoparticles may be due to poorly distributed clay agglomerates (tactoids) in the hybrid composites. Using 
plasticizer further decreased the tensile strength of all SBS composites, whereas incorporating MMT nanoparticles 
decreased their water absorption [40]. 
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 Researchers worked on the calendaring procedure for reinforcing synthetic compounds of styrene-butadiene 
rubber (SBR) and natural rubber (NR) with Al2O3 and SiO2 fillers. Adding alumina and silica particles at different 
ratios has changed the tensile characteristics of both styrene butadiene rubber (SBR) and natural rubber (NR) (5, 10, 
15, 20, and 25 pphr). Increasing the loading amount of both reinforcing particles improved the tensile properties. 
Natural rubber's tensile qualities were superior to styrene-butadiene rubber's, and silica particles were more efficient in 
reinforcing the material than alumina ones. Maximum tensile strength at break (70MPa), modulus of elasticity (18 
MPa), and elongation percentage at break (350%) were measured for natural rubber reinforced with (25 pphr) of 
Silicon dioxide [41]. 

Natural rubber vulcanizates with varying concentrations of titanium dioxide particles were produced and 
characterized. Rubber samples were vulcanized in a hydraulic press after being processed in a two-roll mill used in the 
lab. Our prior research served as the basis for creating the rubber combination and the rubber-processing technology. 
Titanium dioxide loadings of 15, 25, 45, and Vulcanizates with a range of TiO2 particle sizes were found to perform 
well across the board. A study using Fourier transform infrared spectroscopy revealed that the chemical structure of 
the resulting natural-based composites was unaffected by the addition of titanium dioxide particles85 wt % per 100 wt 
% of natural rubber were used to obtain the samples. This research aimed to identify the effects of varying titanium 
oxide particle loadings on the chemical composition and morphological, mechanical, and thermo-mechanical 
characteristics of natural rubber-based composites. It was clear from the SEM micrographs that the TiO2 particles 
were evenly distributed throughout the natural rubber matrix. At more significant concentrations of TiO2 in the matrix, 
the filler began to aggregate. The resulting natural rubber composites exhibited somewhat varied thermal stability, as 
determined by thermo gravimetric analysis. A dynamic mechanical and thermal examination found that the glass 
transition temperatures of the produced materials are close to one another. However, more significant energy loss 
occurred during mechanical work on the materials, and higher cross-link density was achieved by increasing titanium 
dioxide concentration in the produced materials [42]. 

It was found that nitrile rubber (NBR) enhanced with hybridized Graphene oxide (GO) and silicon dioxide 
(SiO2) nanoparticles increased mechanical and dynamic mechanical capabilities. The newly produced hybrid 
nanoparticles (GO/SiO2) were more thermally stable than GO due to the uniform dispersion of SiO2 nanoparticles on 
the surface and between GO layers. Soluble blending and mechanical solution procedures were used to generate 
GO/SiO2/NBR nano-composites, which were then tested for their mechanical characteristics. It was found that the 
tensile strength of GO/SiO2/NBR nano-composites grew more gradually than that of GO/NBR and SiO2 nano-
composites. In contrast, the elongation at break varied only gradually. In addition, dynamical tests revealed that 
incorporating GO/SiO2 hybrid nanoparticles into NBR improved the material's elasticity. Morphological studies of 
GO/SiO2/NBR and GO/NBR nanocomposites led researchers to infer that the hybridization of the GO/SiO2 was the 
crucial factor in reinforcing the mechanical characteristics and elasticity of the NBR [43]. 

The traditional ZnO was replaced with nano-ZnO as an activator, and its impact on the tensile characteristics of 
natural rubber composites was studied. Traditional ZnO was used as the activator in one compound at a concentration 
of 8 p hr (part per hundred rubber), whereas Nano-ZnO was used in eight other compounds at values of (0.2), (0.6), 
(1.0), (1.4), (1.8), (2.2), (2.6), and 4% phr. We used a Monsanto T10 Tensometer to conduct the tensile test. The 
results indicated that at 1.8 phr, Nano zinc strength under tension and modulus of elasticity were higher for oxide, at 
300%. The cost of the compounds was reduced by 77.5% when traditional ZnO was replaced with Nano ZnO. 
Moreover, its tensile strength was increased by 38.14%, and its impact on the environment was diminished by 62% 
[44]. 

Preparation methods, characterization methods, and developed nano-composites mechanical and thermal 
characteristics and their most recent applications were all presented. Rubber nano-composites (RNCs) have found 
commercial homes in the tire and sports sectors thanks to their benefits in terms of product weight, energy loss, and 
air retention [45]. 

Investigation was carried out on how using a novel reinforcing material differs from using carbon black or 
other traditional reinforcement materials in various applications. This research demonstrates the use of white cement 
as a carbon black substitute in construction applications, adding a new material, sediment dust, to recipes that 
traditionally call for carbon black as a reinforcement, all to examine the materials' mechanical properties. Samples 
were tested for properties, including tensile strength, tear resistance, hardness, and compressibility, and the 
reinforcement formulas that included carbon black came out on top in every case. The practical test also showed that 
using white cement and Nanoparticles of sediment dust (new reinforcing material) produced acceptable results in 
comparison to the traditional recipes reinforced by carbon black, particularly when using percentages between (2-8%) 
[46].  

Detailed processes involved in making nano-scale carbonaceous reinforcements in rubber nano-composites 
include graphene, expanded graphite, SWCNTs and MWCNTs, graphite oxide, graphene oxide, and hybrid fillers 
made up of combinations of individual fillers. After that, we looked at the thermomechanical characteristics (glass 
transition temperature, crystallization temperature, and melting point) and static mechanical parameters (parameters 
for fracture toughness, tensile strength, elongation at break, and Young modulus) of these nanocomposites of rubber. 
Finally, the results found by Payne and Mullin in rubber-containing carbon nanofillers were discussed [47]. 

Some investigators looked at how rubber's mechanical characteristics and creep behavior may be altered by 
reinforcement using carbon multi-wall Nanoparticle composites. The mechanical characteristics (rubber's strength) 
and mechanical creep behavior weight fraction impacts of Nanoparticle materials are being evaluated as part of the 
study. Experimental methods created many rubber samples with varying concentrations of Nanoparticles. The 
mechanical characteristics and behavior of the materials were then evaluated using tensile and creep testing 
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equipment. Nanoparticles were utilized at 0%, 2%, 4%, 6%, 8%, and 1% by weight, respectively. The creep behavior 
is also studied numerically, employing the finite element method within the ANSYS software, and the findings are 
compared to those obtained by experimental calculations. The comparison indicates that the inaccuracy is less than or 
equal to (8.36%). The research concluded that rubber's mechanical characteristics and creep behavior were influenced 
by roughly (65%) with reinforcement by (1%wt) for multi-wall carbon Nanomaterial [48].  

Comprehensive research was presented on nanofillers in natural rubber, including carbon nanostructures, clays, 
and spherical silica particles made using the sol-gel technique. It was shown that various parameters, including 
processing conditions, filler dispersion state, polymer-filler interactions, and filler morphological characteristics, 
influence the mechanical response of NR. Mechanical reinforcement using rod-shaped particles, such as those found 
in clay, carbon fibers, or CNTs, is much more effective owing to the particles' anisotropic nature and ability to align 
themselves in the direction of stretch, even if the sol-gel technique is used. vulcanized rubber yields almost ideal 
distributions. Distribution (exfoliation) in the rubber is crucial for performing multilayer fillers like clays and graphitic 
structures. Still, peeling off an entire layer of clay or graphite is difficult, limiting the huge nano-reinforcement that 
could otherwise be achieved. Due to strain amplification effects, crystallization always began at a lower strain value 
than in the empty matrix [49]. 

The investigation of how nano ZnO differed from traditional ZnO was carried out in its effects on natural 
rubber composites' curing characteristics and mechanical qualities. Nano ZnO (particle size = 10-30 nm, surface area 
= 30-60 m2/g), added at concentrations of 0, 0.4, 0.8, 1.2, 1.6, and 2 pphr, was used to create six different rubber 
composites. ZnO was mixed with rubber at the standard concentrations of 0, 2, 4, 5, 6, and 8 parts per million to create 
six different compounds. The torque differential increased by 4.77 percent, while the cure rate index increased by 
48.29 percent. There was a 7.37 percent increase in tensile strength, a 3.27 percent increase in modulus at 300%, and a 
5.73 percent drop in hardness. There was a 75% decrease in ZnO content in rubber composites when nano ZnO was 
used instead of regular ZnO [50]. 

It was shown that nanomaterials and particles have been found to positively affect how composite materials act 
in context, which has been investigated. This influence was found to extend to factors such as the material's size, 
shape, dispersal method, adherence, and compatibility with other phases taken into account throughout the production 
process. So, they looked at how various nanomaterials performed depending on loading circumstances and adhesion 
sizes in the designated fillers class. Moreover, it demonstrated the optimum filler quantity for increasing mechanical 
characteristics and fracture toughness from interlaminar and intralaminar viewpoints. In addition, a system was 
developed to categorize the impacts of soft, complex, and hybrid fillers, demonstrating how some fillers had 
spectacular benefits for improving specific properties. In addition, the optimal nanomaterial application in terms of 
loading circumstances was elucidated. The review concluded with hints about how nanofillers and particles impact the 
beginning of damage and the behavior of fiber-reinforced plastic composites [44]. 

The reinforced polymer mix (silicone rubber: 5% PMMA) with two distinct types of natural nano-powders is 
used to create nanocomposite composites. Loading levels (0%, 0.1%, 0.2%, 0.3%, and 0.4%) of Pomegranate peel 
powder (PPP) and seed powder of dates ajwa (SPDA) were tested. Mechanical parameters, including tensile strength, 
hardness, compressive strength, and surface roughness, were evaluated, and FTIR, DSC, and SEM analyses were 
performed on the produced sample. Based on the data, a combination of 2% PPP and 3% Ajwa Seed Powder yields 
the best possible qualities [51]. 

To restore the functionality and enhance the aesthetics of maxillofacial prostheses, looked at the enhanced 
characteristics of hybrid nanocomposite materials. 95% styrene-butadiene-methacrylate (SR)/5% poly(methyl 
methacrylate (PMMA) and (PPP) polymer mix composite was modified by adding ultra-high-molecular-weight 
polyethylene (UHMWPE) fiber of varying lengths (0%, 2%, and 1%) to improve the characteristics of silicone rubber 
for maxillofacial prosthesis applications. Based on the findings, the ideal component ratio of the hybrid composite 
sample is 95% SR, 5% PMMA, PPP at 0.2%, and UHMWPE at 0.5% in a continuous state fiber added. Consequently, 
the mixture may be a contender for reaching the qualities needed for the applications of maxillofacial prostheses [52]. 

Some researchers have investigated how combining SiO2 nanoparticles into a styrene-butadiene rubber and 
natural rubber (NR) affects the latter's mechanical and physical properties (SBR). Nanoparticles were added at 
concentrations of 0, 0.2, 0.4, 0.8, 1, 1.5, 2, 2.5, and 3 pp hr to the rubber blend (30% NR/ 70% SBR) in an 
experimental two-roll mill with molds and a thermal piston; the pressure, temperature, and time difference test 
conditions were standard; and the rubber blend was prepared with vulcanization factors, accelerators, and activators. 
Mechanical properties (hardness, fatigue, and compression set) improved in the lab with increasing percentage load 
(pphr) up to 0.8 pphr, when a little decrease occurred. Increases in SiO2 concentration in the rubber formula increase 
viscosity and decrease torque, scorch, and cure times [53]. 

Some investigators did a look at how nano-silica particles affected the properties of SiO2-doped ethylene 
propylene diene monomer (EPDM) and styrene butadiene rubber (SBR). The composite EPDM/SBR was processed 
with and without a silane coupling agent in an open mill mixer. The composites' curing behavior, mechanical 
properties, hardness, rebound resilience, swelling resistance, abrasion resistance, and compression set were all studied. 
Components were tested for various characteristics, including curing speed, hardness, rebound resilience, swelling 
resistance, abrasion resistance, and compression collection. Mechanical characteristics, including swelling resistance, 
hardness, abrasion, and compression set, were enhanced in EPDM/SBR rubber composites when introducing nano 
silica particles [54]. 

A thorough analysis was provided for plant-based filler rubber biocomposites. The matrix (natural or synthetic 
rubber) and lignocellulosic fillers (cellulose from plants) determined the structure's divisions (natural fiber, 
microcrystalline cellulose, lignin, and nitrocellulose) [55]. Curing behavior and static and dynamic mechanical 
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properties of the resultant rubber bio-composites were investigated. In addition, a comparison was made of the 
attributes of these rubber bio-composites after taking into account the impact of hybrid filler systems, surface 
modification of lignocellulosic filler, and the rubber matrix [56]. 

 The qualities of the Nanotube rubber material were investigated using inverse FE modeling and indentation 
tensile testing. NR rubber's mechanical properties were improved by adding nano-tubes of carbon varying ratios of 
multiple-walled CNTs subjected to high tensile stress. All- Recently, CNTs have begun to appear in natural rubber. To 
generate nano-composites, a solvent casting method, toluene, was employed. 0.2%, 0.4%, 0.6%, 0.8%, and 1%. The 
mechanical characteristics of NR CNTs have been investigated. Parametric FE models were used to simulate and 
validate indentation tensile tests on rubber samples. The rubber samples' hyperelastic properties under uniaxial tension 
were identified using an inverse materials parameter identification strategy. The data on material properties and force-
displacement relationships may be automatically updated and extracted. with ABAQUS FE software. We will use 
these curve-fitting parameters and display equations to draw a mathematical connection between and. curve 
coefficients. Material attributes were shown to streamline the inverse FE modeling process [20]. 

A study of recycled rubber composites was produced with different reinforcements in the literature through 
toughening methods, mechanical and physical qualities, and microstructural and fracture surface research. Microscale 
reinforcements (glass bubbles and alumina fiber) and nano-scale reinforcements (nano-silica and graphene nano-
platelets) exploited as reinforcements in rubber composites were comprehensively examined. Most research into 
recycled rubber composites has found that using micro-scale particles to strengthen the material improves the 
structural, physical, and mechanical qualities while making the composites cheap and lightweight. High toughness and 
impact resistance are two qualities that may make composites made from recycled rubber a good fit for specific uses 
[57]. 

The epoxy and epoxy-based carbon fiber-reinforced polymer tensile characteristics were investigated to 
determine the fracture toughness and glass transition temperature. (CFRP). The experiment included three CSR 
nanoparticle-containing additives, with the filler fraction in the epoxy resin ranging from 2% to 6% by weight. The 
maximum filler percentage of CSR nanoparticles resulted in a decrease in tensile strength and elastic modulus of 10–
20% and an increase in fracture toughness of 60–108%, as shown by experimental data. A maximum of 53% increase 
in CFRP interlaminar fracture toughness was recorded for ACE MX 960 at 4 wt.% CSR content. The glass transition 
temperature of the epoxy increased by 10–20 degrees Celsius for every doubling of the number of CSR nanoparticles 
in each addition. In some cases, a combination of stiff and soft particles may be preferable to employing only one kind 
of particle to provide the desired tensile properties and fracture toughness [58]. 
 
Conclusion  

This review has critically examined the enhancement of mechanical and dynamic properties of elastomeric 
materials - particularly natural rubber - through the incorporation of nanostructured reinforcements such as ZnO, 
MWCNTs, and NaHCO₃. The integration of these fillers has demonstrated significant improvements in tensile 
strength, elongation at break, tear resistance, dynamic stiffness, and damping behavior, thereby extending the 
functional performance of elastomers under complex loading conditions. 

The literature reveals that the performance enhancement is primarily governed by filler morphology, dispersion 
quality, interfacial bonding with the polymer matrix, and the cross-linking density achieved during vulcanization. 
MWCNTs exhibit exceptional reinforcing efficiency among the reviewed nanofillers due to their high aspect ratio and 
mechanical robustness, while ZnO and NaHCO₃ contribute to curing kinetics and microstructural stability. 

Furthermore, applying these optimized elastomeric formulations as viscoelastic foundations in structural 
systems, such as thin plates subjected to free and transient vibrations, has shown promise in controlling structural 
dynamics and mitigating vibration-induced stresses. Finite element modeling has proven to be an essential tool for 
predicting the behavior of such systems and validating experimental findings. 

The convergence of material innovation and structural dynamics modeling underscores the strategic role of 
nano-composite rubber in next-generation vibration isolation and damping systems. Future research should focus on 
optimizing filler content, improving dispersion techniques, and exploring multifunctional filler systems to further 
advance the capabilities of elastomeric composites in mechanical and civil engineering applications. 
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Abstract. This article is dedicated to the study of the ultrasonic cleaning method for vehicle cooling system radiators 
using transverse exposure to ultrasonic waves. The conducted experiment confirmed the high efficiency of the method 
based on water cavitation inside the radiator tubes. During the study, key liquid parameters were measured, including 
density, mass, outflow velocity, and scale content. The results demonstrated that ultrasonic cleaning with transverse 
exposure effectively removes scale without damaging the radiator structure, thereby improving heat exchange 
efficiency. An analysis of the dynamic changes in the mass of the removed scale showed that transverse ultrasonic 
exposure ensures a more uniform energy distribution across the entire radiator surface, increasing the degree of 
cleaning compared to the longitudinal method. This approach enhances the operational characteristics of the cooling 
system, extends its service life, and reduces maintenance costs, while also providing an additional environmental 
benefit by eliminating the need for aggressive chemical reagents. 

 

Keywords: Transport machinery, radiator, cavitation, ultrasound, dispersing, ultrasonic generator, emitter. 
 

Introduction 

Contamination of the radiator and cooling system of an internal combustion engine (ICE) significantly affects 
the performance, durability, environmental impact, and cost-efficiency of vehicle operation. The radiator and cooling 
system play a crucial role in maintaining the engine's optimal temperature. When these components become 
contaminated, heat exchange efficiency decreases substantially, leading to engine overheating, accelerated wear of its 
components, and a reduced service life [1-2]. 

Engine overheating is one of the most common and dangerous issues caused by cooling system contamination. 
The primary problem of contamination is the formation of corrosion and scale inside the radiator tubes, thermostat, 
water pump, and engine channels. These deposits not only obstruct the free flow of coolant but can also damage 
system components, causing leaks or complete cooling system failure. As a result, the temperature in the combustion 
chambers rises, negatively affecting all engine processes [3]. The oil used for lubricating moving parts begins to 
degrade faster, losing its protective properties. This, in turn, increases friction between components, accelerates their 
wear, and may lead to severe damage, such as cylinder deformation or piston failure [4]. In cases of significant 
contamination, the engine may overheat to the point where thermal destruction of critical components, including the 
cylinder head, occurs, necessitating costly repairs or complete engine replacement. 

Additionally, overheating leads to increased fuel consumption. When an engine operates under unfavorable 
temperature conditions, the combustion efficiency of the fuel mixture decreases. Consequently, more unburned 
hydrocarbons are released into the atmosphere. These substances, along with carbon dioxide (CO₂), carbon monoxide 
(CO), and nitrogen oxides (NOₓ), significantly contribute to environmental pollution. A vehicle with a contaminated 
cooling system becomes a major source of harmful emissions, negatively impacting the environment and reducing air 
quality in urban areas [5-8]. 

The economic losses associated with radiator and cooling system contamination cannot be ignored. Increased 
fuel consumption, frequent overheating, and the need for more frequent repairs or component replacements lead to 
significant operational costs. Furthermore, coolant leaks, which often contain toxic chemicals, can contaminate soil 
and water bodies, creating additional environmental risks [9-10]. 

From a reliability and safety perspective, cooling system contamination increases the likelihood of sudden 
failures while driving. This can lead to hazardous situations, especially if engine overheating occurs in heavy traffic or 
far from service centers. 

To prevent these issues, regular diagnostics, maintenance, and repairs of the cooling system are recommended, 
as they play a key role in extending engine life and reducing environmental impact. Flushing the radiator, using high-
quality coolants, and following maintenance schedules help keep the system in optimal condition [11]. 

Regular maintenance not only protects the engine from overheating and extends its lifespan but also helps save 
fuel, reduce harmful emissions, and lower operational costs. Thus, maintaining the cleanliness of the radiator and 
cooling system not only prolongs the vehicle’s lifespan but also improves environmental conditions, making 
transportation safer and more cost-effective. 

In modern conditions, two main methods are used to clean radiator tubes—mechanical and chemical. The 
mechanical method involves inserting a probe into the radiator tubes to remove contaminants. However, this method 
can damage the radiator, leaving scratches and chips on its surface, which weaken the structure and promote future 
corrosion. Chemical cleaning, on the other hand, involves using alkalis for copper radiators and acids for aluminum 
ones. Despite the high efficiency of this method, it also carries certain risks. Chemical agents can cause corrosion of 
other materials in the radiator structure and lead to the formation of microcracks and leaks, negatively impacting the 
device’s durability [12]. 
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Modern engineering technologies are focused on developing safer and more effective cleaning methods, 
including those for diagnostics, geographic studies, and gas and liquid purification. One promising technology is 
ultrasonic cleaning, which is already widely used in various industries, including exhaust gas purification [13-15]. 
Ultrasonic waves can break down contaminant particles, significantly reducing harmful emissions into the atmosphere 
and improving overall environmental conditions [16-21]. The advantages of the ultrasonic method include its high 
efficiency and safety, as it does not cause material damage and does not require aggressive chemicals [22-23]. 

Given the increasing environmental and safety requirements in the automotive industry, we propose a new 
method for cleaning radiator scale using ultrasonic exposure to the water inside the radiator tubes. This method offers 
significant advantages over traditional mechanical and chemical cleaning methods. It eliminates the risk of radiator 
structure damage and minimizes the need for chemical reagents, making it safer and more environmentally friendly. 

The goal of our experiment was to confirm the effectiveness of the transverse ultrasonic wave exposure method 
for radiator cleaning and to demonstrate its practical value. 

The scientific novelty of this study lies in the development of dependencies that determine the effectiveness of 
radiator cleaning using transverse ultrasonic exposure. 

 
1. Materials and methods 

The ultrasonic radiator cleaning method is based on the phenomenon of water cavitation inside the radiator 
tubes under the influence of ultrasonic waves. Cavitation is the process of forming and subsequently collapsing 
microscopic gas bubbles in a liquid, releasing a significant amount of energy. This leads to a localized increase in 
temperature and pressure, which has a destructive effect on deposits such as scale and other contaminants. This 
process effectively cleans the internal surface of radiator tubes without the need for mechanical or chemical agents, 
eliminating the risk of material damage and preserving the structural integrity of the radiator. Thus, ultrasonic 
cleaning is an innovative and promising technology that ensures high cleaning efficiency while maintaining 
environmental safety [24-25]. 

Preliminary research included experimental studies that confirmed the feasibility of using ultrasound for 
cleaning vehicle radiators. The results demonstrated the high efficiency of the ultrasonic radiator cleaning method 
[26]. Special attention in the experiment was given to the direction of ultrasonic waves relative to the radiator tubes. 
Longitudinal ultrasonic wave exposure was examined, where the wave propagates along the axis of the tubes, 
minimizing energy losses at medium boundaries. In the preliminary experiment, a low-viscosity liquid was used. The 
choice of this liquid was based on theoretical and practical considerations: low viscosity promotes more intense 
cavitation bubble formation under ultrasound exposure, enhancing the destruction of deposits [27-28]. The research 
results showed that ultrasonic cavitation significantly increases cleaning efficiency without negatively affecting the 
radiator structure, ensuring high process safety. 

The authors also considered transverse ultrasonic wave exposure, where waves must pass through the tube 
walls twice, causing significant energy attenuation and reducing overall cleaning efficiency. However, in this case, the 
ultrasonic emitter was installed in a fixed position without movement across the radiator surface [29-30]. 

Transverse ultrasonic wave exposure for radiator cleaning was conducted with the emitter moving across the 
radiator surface. The experimental study on cleaning the cooling system radiator was performed on an Opel Vectra B 
1.6-liter engine cooling radiator, as shown in Figures 1 and 2.  

 

 
 

Fig. 1 – Opel Vectra B car 
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Fig. 2 – Opel Vectra B radiator 

 
The setup for heating, supplying, and filtering the liquid was manufactured based on preliminary studies and is 

shown in Figure 3.  
 

 
 

Fig. 3 – Assembled setup for radiator cleaning 

 
Ultrasonic exposure was applied transversely with the movement of the ultrasonic emitter across the entire 

surface of the radiator, as shown in Figures 4 and 5. 
 

 
 

Fig. 4 – Installation of the ultrasonic emitter on the radiator 
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Fig. 5 – Ultrasonic impact on the radiator 

 
During the experiment, key liquid characteristics were measured, including its density, volume, and mass, to 

assess the influence of these parameters on the efficiency of ultrasonic radiator cleaning. High-precision equipment 
was used for the measurements, ensuring maximum accuracy and reliability of the obtained data. 

To determine the liquid mass, MH-500 electronic precision scales with a measurement accuracy of up to 0.01 
grams were used. The liquid volume was measured using two types of measuring containers: a 100 ml graduated 
cylinder for precise measurements of small volumes and a 1000 ml measuring jug for handling larger quantities of 
liquid [31]. This approach allowed for flexibility in adapting to different experimental requirements and ensured the 
necessary data accuracy. 

 

2. Experiment 

In the experiment, distilled water was used as the flushing liquid due to its lowest dynamic viscosity. The water 
was heated to a temperature of 60°C. The selected liquid parameters provided optimal conditions for the rapid and 
effective manifestation of cavitation processes and scale dispersion in the radiator. 

The experimental study was conducted as follows: distilled water was poured into the assembled setup and 
heated to a specified temperature, followed by the determination of mass, volume, density, and outflow velocity of the 
water through the radiator, as shown in Figures 6–8. 

 

 
 

Fig. 6 – Determination of liquid temperature 
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Fig. 7 – Determination of liquid volume 

 

 
 

Fig. 8 – Determination of liquid mass 

 

In the first stage, the ultrasonic generator was activated for 60 seconds at each point, and the ultrasonic emitter 
was moved across the radiator surface, as shown in Figure 9.  

 

 
 

Fig. 9 – Ultrasonic impact scheme on the radiator 

 
The total duration of the first stage was 1200 seconds, and the experiment consisted of three stages. After each 

stage, the liquid parameters were determined, and the liquid was weighed to obtain precise quantitative data on its 
mass and density. The mass of scale was determined by subtracting the mass of clean water from the total mass of the 
resulting pulp, allowing for an accurate measurement of the removed scale. 
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The pulp is a mixture of liquid and solid scale particles that detached from the radiator tubes due to ultrasonic 
exposure during the cleaning process. Scale, in turn, consists of solid mineral deposits that form on the surfaces of 
heat exchange elements due to the heating or cooling of the liquid. Over time, these deposits significantly reduce the 
efficiency of the cooling system by obstructing normal heat exchange. 

During the experiment, the pulp was used as an indicator of cleaning efficiency. Key parameters were 
measured, such as the mass of removed scale, its concentration in the liquid, and the volume of removed 
contaminants. The collected data allowed for an assessment of the effectiveness of ultrasonic exposure. The difference 
between the mass of the pulp before and after cleaning was used for the quantitative determination of the method’s 
efficiency. 

 
3. Results and discussion 

An analysis of the collected data was conducted, revealing key patterns and establishing dependencies between 
the different measured parameters. Based on these dependencies, graphs were constructed to visually represent and 
better understand the research results. 

Measured parameters, including the mass of removed scale, concentration of solid particles in the liquid, pulp 
density, outflow velocity of the liquid from the tubes, and temperature changes, were presented in Table 1. 

 
Table 1. Measured parameters under ultrasonic exposure 

№ Ultrasonic exposure 
time (seconds) 

| Liquid mass 
(grams) 

Liquid density 
(g/cm³) 

Liquid outflow 
time (seconds) 

Liquid temperature 
(°C) 

Liquid outflow 
velocity (ml/s)  

1 0 99,13 0,9913 5,64 60 177,30 
2 1200 99,47 0,9947 5,31 60 188,32 
3 2400 99,98 0,9998 5,02 60 199,20 
4 3600 100,21 1,0021 4,78 60 209,21 

The analysis of the obtained experimental data revealed a correlation between the liquid density and its outflow 
velocity through the radiator tubes, depending on the duration of ultrasonic exposure. These dependencies were 
visualized in the form of graphs, presented in Figure 6, which allowed for a clear representation of the dynamic 
changes and a deeper understanding of the cleaning process characteristics. 

Thanks to the identified relationships, it became possible to determine the most effective operating modes of 
the ultrasonic equipment, enabling the maximum intensity of radiator tube cleaning. These results not only provide a 
theoretical understanding of the ultrasonic mechanism but also offer valuable recommendations for the practical 
application of the method.  

 

 
Fig. 10 – Changes in liquid density and outflow velocity through the radiator depending on ultrasonic exposure time 

The obtained graphical dependencies demonstrate how the intensity of ultrasonic wave exposure affects the 
efficiency of contamination removal. Increasing the processing time gradually led to an increase in liquid density due 
to the washing out of solid scale particles, which, in turn, influenced the outflow velocity. This indicates that 
ultrasonic exposure has a more pronounced effect on pulp outflow compared to clean water as processing time 
increases. 

Table 2 presents the dynamic changes in pulp mass depending on the ultrasonic treatment duration, with 
corresponding graphs shown in Figure 11. These data reflect the weight of the pulp and scale content over time during 
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ultrasonic exposure. By subtracting the mass of clean water from the total pulp mass, the mass of removed scale was 
determined. 

This approach provides a quantitative assessment of the efficiency of the ultrasonic cleaning process and 
highlights the impact of ultrasonic exposure on the removal of scale from the internal cavities of the radiator. 

 
Table 2. Mass of liquid and scale after exposure 

Ultrasonic wave exposure time on 
the radiator (seconds) 

Liquid mass (grams) Scale mass after ultrasonic 
exposure (grams) 

0 99,13 0 
1200 99,47 0,34 
2400 99,98 0,85 
3600 100,21 1,08 

 

 
Fig. 11 – Obtained pulp and scale mass depending on ultrasonic exposure time 

 

The analysis of these changes allows us to track the dynamics of the scale removal process from the radiator. 
As the ultrasonic exposure time on the vehicle radiator increases, the concentration of scale in the liquid rises. The 
obtained data confirm the impact of ultrasonic cleaning on the efficiency of deposit removal, supporting the initial 
assumption about the effectiveness of this method in the maintenance of vehicle cooling systems. 

 

Conclusions 

The conducted study confirmed that transverse ultrasonic wave exposure is an effective and safe method for 
removing contaminants compared to longitudinal exposure. The obtained results demonstrated that the use of 
transverse ultrasonic waves outperforms longitudinal exposure. Unlike longitudinal exposure, the transverse method 
ensures an even distribution of cavitation processes across the entire radiator surface, contributing to a more intensive 
scale removal process. 

Experimental data confirmed that an increase in transverse ultrasonic exposure time leads to a significant 
increase in the mass of removed scale. The analysis of dynamic liquid parameters showed an improvement in outflow 
velocity, indicating an effective restoration of the radiator tube’s flow capacity. 

The transverse ultrasonic exposure technology is based on the principle of cavitation, which occurs inside the 
liquid contained within the radiator. During the experiment, the ultrasonic emitter was moved across the entire 
radiator surface, ensuring a uniform distribution of waves and active breakdown of deposits. This approach minimized 
energy losses at medium boundaries, which are characteristic of the longitudinal method, where ultrasonic waves 
propagate along the tube axis and partially dissipate. 
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Thus, the proposed method not only enables the elimination of contaminants without the risk of damaging the 
structure but also significantly increases the lifespan of the cooling system. This makes ultrasonic cleaning a 
promising technology for integration into vehicle maintenance practices, providing both economic and environmental 
benefits. 
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Abstract: The increasing entropy of the universe is a fundamental driver accelerating the rise in Earth's temperature, 
thereby significantly intensifying the global demand for cooling technologies. Heat-driven adsorption refrigeration 
systems have emerged as a promising solution, effectively utilizing low-grade thermal energy to meet this growing 
demand. This study presents a numerical analysis of a two-bed adsorption refrigeration system employing 208C 
activated carbon and monolithic carbon composite as adsorbents, with R32 serving as the adsorbate. The performance 
of the system was evaluated in terms of the Coefficient of Performance (COP), considering variations in condenser 
pressure, evaporator pressure, and maximum desorption temperature across different adsorbent–adsorbate pairs. The 
results indicate that the monolithic carbon composite–R32 pair exhibits a superior COP compared to the 208C–R32 
combination. To further enhance system efficiency, a novel heat recovery-based adsorption refrigeration cycle was 
developed, wherein the heat rejected during the cooling and adsorption processes is effectively reutilized for the 
heating phase. The monolithic carbon composite–R32 pair achieved the highest COP within the heat recovery-based 
cycle, demonstrating its strong potential for application in efficient, sustainable cooling systems. 
 

Keywords: COP, adsorption, desorption, activated carbon. 
 
Introduction 

As industrialization increases, entropy generation also rises, leading to a temperature increase on Earth [1]. 
Consequently, there is a significant surge in the demand for cooling. The conventional vapor compression 
refrigeration system utilizes high-grade energy, such as mechanical power or electricity, to operate. Additionally, the 
use of refrigerants like CFC, HFC, and HCFC contributes to ozone layer depletion [2].  

To address these issues, researchers are actively working on solid sorption refrigeration using composite 
adsorbent. The significance of adsorption refrigeration has grown tremendously because it utilizes low-grade energy, 
specifically waste heat, for its operation and low-cost composite adsorbent. Moreover, it employs environmentally 
friendly refrigerants like ammonia, methanol, and water. Adsorption refrigeration and air-conditioning technology 
involve negligible moving parts, resulting in the absence of noise and vibrations. Numerous combinations of 
adsorbates and adsorbent composites exhibit broad working temperature ranges, spanning from 50 to 420°C. For 
instance, activated carbon paired with NH3 or CH3OH, as well as zeolite-water and silica gel-water combinations are 
among the available options. These pairings offer versatility across a wide temperature spectrum. 

  Several investigations [3] have explored the utilization of low-grade energy sources, such as industrial waste 
heat or solar heat, within the field of adsorption technology for various applications, including desalination or the 
generation of cooling and refrigeration effects. A notable illustration is the study conducted by Wang et al. [4], where 
they developed an adsorption air conditioner for a locomotive driver cabin. This system, powered by exhaust gases 
with temperatures ranging from 350°C to 450°C, exhibited a cooling power of 5 kW and a COP of 0.25. Operating 
with an exhaust temperature of 450°C, cooling air temperature of 40°C, and chilled water temperature of 10°C, the 
setup achieved a cycle time of 1060 seconds. Additionally, Zejli et al. [5] proposed a theoretical model for a multi-
effect desalination system employing adsorption heat pump technology with zeolite composite as the solid vapor 
adsorbent. Despite these advancements, it is crucial to recognize that several researchers have observed that the simple 
adsorption refrigeration cycle often yields low COP values, typically ranging from 0.1 to 0.6. 

Researchers have actively tackled the challenge of improving the COP in adsorption refrigeration systems [6], 
acknowledging its historically low values by using various adsorbent composites. A noteworthy contribution by 
Akahira et al. [7] involved the exploration of a two-bed adsorption refrigeration cycle utilizing silica gel and activated 
carbon composites. They incorporated mass recovery to leverage pressure differentials and enhance refrigerant mass 
circulation, specifically with the silica gel-water pair. The study concluded that the mass recovery-based cycle, 
particularly when supplied with hot and cooling water, outperformed the basic cycle in terms of both Cooling 
Capacity (CC) and COP. Expanding on this work, Wang et al. [8] demonstrated various adsorption refrigeration 
cycles with adsorbent composites, including continuous heat recovery, mass recovery, thermal wave, convective 
thermal wave, cascade multi-effect, and hybrid heating and cooling cycles. In another innovative approach, Sapienza 
et al. [9] introduced an adsorptive chiller based on three hybrid adsorbers, conducting their initial testing campaign 
under real HVAC operating conditions. 

In a different avenue, Krzywanski et al. [10] analyzed a tri-bed twin-evaporators-based adsorption chiller 
model using genetic algorithms (GA) and artificial neural networks (ANN) to optimize cooling capacity. However, it's 
worth noting that the operational complexity of the different adsorbent composites with tri-bed twin-evaporator 
adsorption chiller increased. Additionally, Saha et al. [11] designed a dual-mode silica gel–water-based adsorption 
chiller that effectively utilizes waste heat (40°C to 95°C). This dual-mode system showcases versatility in adapting to 
different heat sources for improved efficiency. 

After the 1973 oil crisis, researchers [12], [13], initiated a quest for alternative energy sources, with a particular 
emphasis on renewable energy to meet global energy demands by using various adsorbent composites[14], [15], [16] . 
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Solar energy emerged as a favored option, especially for refrigeration and cooling applications, where Vapor 
Compression Refrigeration Systems (VCRS) could potentially be replaced by solar-operated adsorption refrigeration 
systems, thereby reducing reliance on electricity. Berdja et al. [14] explored solar adsorption refrigeration in the 
Algerian climate using ANSYS for temperature distribution analysis over the adsorption plate. Their analysis 
extended to different components of solar adsorption systems, including the adsorption plate and the evaporative 
chamber, with considerations for various arrangements and adsorbent composites. Anyanwu et al. [17] contributed to 
the field by establishing a thermodynamic design procedure for solar adsorption refrigeration, and conducting 
performance analyses with different adsorbent composite and adsorbate pairs.  

An adsorption-based air-conditioner has been designed and fabricated [18] utilizing a silica gel-water working 
pair. In their experimental investigation, they observed significant cost benefits and proposed the residential 
application of the adsorption-based air-conditioner for cooling and heating. The application of compound parabolic 
concentrators in conducting comparative experiments within adsorption refrigeration systems has been explored [19]. 
To enhance system performance across various operating modes, they implemented an improved mass transfer 
method. With enhanced mass transfer a solar adsorption refrigeration prototype has been developed [20] which 
concluded an average enhancement of 35.9% in refrigeration capacity with adsorbent composites.  

The effectiveness significantly hinges on the careful selection of adsorbent composite [21] and adsorbate pairs 
during the design phase, necessitating thorough research [22], [23], [24]. In an investigation conducted by Ahmed et 
al. [25], various adsorbate pairs used in solar adsorption systems were explored, revealing that Silica gel and chlorides 
with water exhibited the highest Coefficient of Performance (COP), while zeolite with water demonstrated inferior 
performance under similar conditions. Additionally, Zhang et al. [26] reviewed novel adsorbent-absorbate working 
pairs for adsorption refrigeration, assessing their impact on performance parameters such as COP and specific cooling 
power. Essential properties of adsorbent-adsorbate pairs influencing performance include the adsorbent's particle size, 
composites, micropore size, total porosity, and stability. Li et al. In summarizing the above research on adsorbent-
adsorbate properties, it is evident that further research is imperative to meet the growing demands for enhanced 
adsorption refrigeration performance. 

 
1. Working principle 
 

1.1 Basic Intermittent Cycle 

The basic cycle consists of essential components, including an adsorber bed, an evaporator, a condenser, an 
expansion device, various valves, and heating and cooling systems, as depicted in Figure 1. The adsorption 
refrigeration process comprises four stages: sensible heating, desorption and condensation, sensible cooling, and 
adsorption and evaporation. 

During the sensible heating process, the concentration of refrigerant within the adsorber bed remains constant 
(isosteric), while the temperature increases from c� to c , and the pressure reaches de . After sensible heating, the 
desorption process initiates, and the adsorbate enters the condenser at de . Throughout desorption, the temperature of 
the bed rises from c  to cL. Upon completing the desorption process, the cooling and depressurization of the adsorber 
bed commence, resulting in a temperature reduction fromcL to cf. As the adsorber bed reaches cf and the pressure 
aligns with dg , the adsorption process begins, during which the temperature decreases from cf to c�. 

This paper analyzed the thermodynamic performance of the basic and heat recovery type adsorption 
refrigeration cycle. Four performance parameters; c�, cL, dg and de were used to obtain the COP relation for 
comparing different adsorbent-adsorbate pairs at different operating conditions. 
 

1.2 Continuous Cycle 

The intermittent nature of the basic single-bed adsorption refrigeration cycle stems from the alternating 
occurrence of adsorption and desorption processes. To ensure continuous production of the refrigeration effect, a 
minimum of two adsorber beds is required [Ojha et al. [13]]. 
 

 
 

Fig. 1. - Heat recovery-based adsorption refrigeration system. The 
thick line represents the flow of adsorbate, while the thin represents 

the flow of thermal fluid. 
Fig. 2. - Clapeyron diagram of adsorption refrigeration cycle. 
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1.3 Regenerative Cycle 

After the completion of the desorption of refrigerant from the bed there will be a lot of heat in the bed, a 
substantial amount of heat remains within the bed. This residual heat presents an opportunity for utilization in heating 
applications during the subsequent bed heating phase. To boost the efficiency of the adsorption refrigeration cycle, 
optimizing the harnessing of this released heat is essential. By incorporating this rejected heat into the sensible heating 
process, we can effectively reduce the overall demand for external heat input, thereby enhancing the overall 
performance of the cycle. 
 
 

2 Mathematical modeling 

 

2.1 Adsorption Equilibrium 

The adsorption of the adsorbate in the adsorption bed has been estimated through the D-A (Dubinin-Astakhov) 
equation: 
 

  exp 1
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The latent heat of sorption has been calculated for any temperature and pressure using Eq. (2), where R 

represents the gas constant: 
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2.2 Heat Equation for Sensible Heating 

The heat required for heating the bed and the adsorbed refrigerant from evaporator pressure to condenser 
pressure has been calculated using Eq. (3). Eq. (4) delineates the relationship between the mass of the adsorbed 
refrigerant and the maximum concentration, along with the mass of the activated carbon: 
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2.3 Desorption Heat 

The heat required for desorption, necessary to release the refrigerant from the bed at a constant condenser 
pressure, has been calculated using Eq. (5). Subsequently, the desorbed refrigerant enters the condenser, where the 
refrigerant undergoes the condensation process: 
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2.4 Cooling of Adsorber bed 

The cooling heat for the adsorber bed after the desorption phase is computed by Eq. (6), which is taken from 
the cooling effect generated by the system. During this stage, the pressure within the adsorber bed decreases from the 
condenser de  to dg, while the temperature concurrently drops from cL to the cf: 
 

   

3 3

4 4

T T

c ac dil acpac T va T

T T

Q C m dT x C m dT  
                                                                               

(6) 

 

2.5 Adsorption Heat 

The adsorption of the refrigerant from its gaseous phase onto the surface of the adsorbent composite occurs in 
the liquid form, necessitating the rejection of latent heat from the adsorber bed and has been calculated using Eq. (7): 
 

 
 

     
1 1 1 1

4 4 4 4

, , ,

,
T T T T

ad ac a a a ac ep ac T p a T p ag T

T T T

e

T

x T T
Q C m dT m h dT C m dT C m xd T T

T


     

   

           

       (7) 
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The second term in Eq. (7) accounts for adsorption heat, while the last term has been included to accommodate 

any cooling effect generated by the refrigerant. After the refrigerant undergoes condensation in the condenser, a 
combination of liquid and vapor refrigerant is present as it expands from de  to dg  . As a result, the cooling needed for 
the vapor refrigerant is calculated using Eq. (8): 
 

   ,

Tc

co conc dil acv f T

Te

Q C x x m dT 
                                                               

(8) 

 
The refrigeration effect produced by the system has been calculated using Eq. (9). The latent heat of 

evaporation has been determined at the evaporator pressure corresponding to the respective refrigerant: 
 
2.6 System Performance Equations 

 

 ref e conc dil acQ L x x m 
                                                                    

(9) 

 
The system's performance, expressed as the COP), is established through Eq. (10): 

 

ref c ad co

g h

Q Q Q Q
COP

Q Q

  



                                                                     

(10) 

 
2.7 Equations for Heat Recovery 

The fraction of heat rejected during the adsorption process and cooling of the bed has been utilized for the 
heating process, thereby reducing the amount of heat required for a sensible heating process: 
 

 r ad cQ e Q Q 
                                                                               

(11) 

 

 The recovered heat has been calculated using Eq. (11), where 'e' represents the effectiveness of the regenerator 
and has been assumed to be 0.8 in this investigation: 
 

ref c ad co

r

g h r

Q Q Q Q
COP

Q Q Q

  


 
                                                                              

(12) 

 
The performance of the heat recovery-based cycle has been evaluated using Eq. (12). 

 
Table 1. D-A equation’s parameter for adsorbent-adsorbate pairs 

Activated Carbon Refrigerant 0x  
K  n  

208C R32 0.476 2.4634 1.3880 
Monolithic R32 0.461 2.6729 1.3326 

 

3 Results and discussion 

 

3.1 Variation of  h
 and hi  

 
From Fig. 3 it is clear that as the condenser pressure increases the heat requirement for the desorption of the 

refrigerant increases hence the COP decreases while with the increase in evaporator pressure (dg!, as shown in Fig. 4, 
the COP increases for both the basic and heat recovery-based cycles increases because the heat requirement for the 
desorption process decreases.  
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Fig. 3. - COP for R32 with de Fig. 4. - COP for R32 with dg 

 

 

As the desorption temperature increasing the desorption of the refrigerant from the adsorber bed increases but after a 
certain time the desorption rate from the bed decreases because the concentration of adsorbate on the bed decreases 
and at the same time the heat input decreases so it results in the decrease the COP of the system (Fig. 5).   
 

 

 
Fig. 5. - COP for R32 with maximum desorption temperature 
 

The specific heat capacities, enthalpy and characteristic gas constant are given in Table 2 for the calculation of 
the different heat equations.  
 
 

Table 2. Thermo-physical properties 

Property name R32 Activated Carbon 
 /pC kJ kgK  2.27 30.175 2.245 10 T    

 /vC kJ kgK  0.93 30.175 2.245 10 T    

   /pC gas kJ kgK  1.2 - 

 , , /v a avgC kJ kgK  0.99 - 

 , /fg evah kJ kgK  323.16 - 

 /R kJ kgK  0.16 - 
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Conclusions 

A thermodynamic model has been methodically created and examined for both basic and heat recovery-based 
adsorption refrigeration cycles, considering diverse combinations of adsorbates and adsorbent composites. The study 
involves the systematic tuning of essential operating parameters such as evaporator pressure, condenser pressure, and 
maximum desorption temperature. From the analysis, it has been analyzed that COP decreases with an increase in the 
condenser pressure and increases with an increase in the evaporator pressure. By increasing  maximum desorption 
temperature the COP first increases and then decreases. From the above analysis, it has been also analyzed that 
reducing the size of the system adsorbent composite plays an important role in adsorbing the adsorbate.  
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Abstract. This article describes a new approach to optimizing the parameters of mechanical hole machining, which 
solves the problem of compromise between various criteria, such as machining time, tool durability, and surface 
quality. Traditional optimization methods, as shown in the study, usually focus on a single parameter, which 
inevitably leads to deterioration in others. For example, increasing the cutting speed to reduce machining time causes 
rapid tool wear, while reducing parameters to improve surface quality significantly increases time and production 
costs. To overcome these shortcomings, a methodology based on weighted multi-criteria analysis was developed. The 
methodology includes several stages: data collection, formation of objective functions, definition of constraints, 
normalization of criteria, and selection of an optimization method. A key element is the use of weighting coefficients, 
which allow the methodology to be adapted to specific production priorities. The study was conducted using a specific 
example of optimizing hole drilling in 45 steel. Weighting coefficients were set, with the greatest weight given to 
processing time (0.5), followed by roughness (0.3) and tool resistance (0.2). As a result, the following parameters 
were recognized as optimal: cutting speed vc = 22 m/min and feed fz = 0.2 mm/rev. With these values, the processing 
time was reduced from 37.9 to 28.7 seconds, while tool durability decreased from 275.2 to 176.4 μm. This clearly 
demonstrates that the method has found a compromise solution that allows reducing the time without critically 
compromising tool durability. 
 

Keywords: optimization, cutting speed, feed rate, tool resistance, processing time 
 

Introduction 

Modern mechanical engineering faces the need to reduce costs, increase productivity, and improve product 
quality [1]. In the context of hole machining, which is one of the most common and important operations in 
mechanical engineering, this task is particularly relevant [2]. The technological process of hole machining is a 
complex operation that can include several stages: drilling, boring, countersinking, and reaming [3]. Each of these 
stages has its own characteristics and requires a careful approach to the selection of machining parameters. Traditional 
methods based on optimizing a single parameter (e.g., minimizing machining time) often lead to deterioration in 
others, such as tool durability or surface roughness [4]. This makes it relevant to use a multi-criteria approach that 
allows finding a compromise solution that takes into account all important aspects of the technological process. 

Traditional optimization methods have typically focused on maximizing a single specific criterion. For 
example, in drilling, the goal was often to reduce processing time, as this directly affects productivity [5]. To achieve 
this, the cutting speed (vc) and feed rate (fz) were typically increased. However, as studies [6] show, this approach 
leads to rapid drill wear and deterioration in the surface quality of the hole. This trade-off between high productivity 
and tool durability is one of the key problems with the traditional approach. 

Boring is an operation used to increase the diameter and improve the accuracy of an existing hole [7]. In 
traditional boring optimization, the focus can be either on minimizing time or on achieving high accuracy. Time 
optimization, as with drilling, involves the use of high speeds and feeds, which in turn can cause vibrations, lead to 
poor surface quality, and premature wear of the boring tool [8]. If accuracy is the priority, then the machining 
parameters are reduced, which leads to a significant increase in machining time and, as a result, to an increase in 
production costs [9]. 

Countersinking is an intermediate stage used to increase the diameter of a hole and prepare it for subsequent 
reaming or thread cutting. In the traditional approach, countersinking optimization often boiled down to selecting 
parameters that would ensure minimum surface roughness [10]. This was achieved by reducing the cutting speed and 
feed rate, which in turn led to an increase in the operation time. Such a unidirectional approach does not take into 
account economic aspects and may be ineffective in mass production conditions. 

Reaming is the final operation used to produce holes with high precision and low roughness. Here, traditional 
optimization methods are almost always aimed at achieving the highest possible surface quality. This is achieved by 
very low feed rates and cutting speeds, making reaming one of the slowest operations in the hole machining process 
[11]. While surface quality is a key criterion for reaming, completely ignoring machining time can lead to significant 
delays in the production cycle. 

Particular attention should be paid to the drilling operation, as it is one of the first in the technological process 
and the success of subsequent stages largely depends on it. With traditional drilling optimization methods, parameters 
such as cutting speed (vc), feed rate (fz), and cutting depth (ap) vary [12]. These parameters directly affect the 
machining time (Tpro), tool life (Tc), and surface quality (Ra) [13]. For example, increasing the cutting speed and 
feed rate to reduce machining time leads to faster tool wear and potential deterioration of surface quality [14]. On the 
other hand, reducing these parameters to increase tool life or improve surface quality leads to a significant increase in 
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machining time [15]. Thus, the traditional approach, focused on a single criterion, does not allow finding the optimal 
balance between all important indicators, which creates a contradiction between them. 

Thus, traditional optimization methods based on improving one parameter lead to deterioration of others, 
creating a trade-off between processing time, tool life, and surface quality. This problem is exacerbated by the fact 
that at each stage of hole machining (drilling, boring, countersinking, reaming), parameters such as cutting speed (vc), 
feed rate (fz), and cutting depth (ap) can be varied, which directly affect all three criteria [16]. This contradiction 
makes it relevant to use a multi-criteria approach, which allows finding a compromise solution that takes into account 
all important aspects of the technological process. 

The application of a multi-criteria approach in technological processes is not only desirable but also vital for 
achieving competitive advantages. Unlike traditional methods, multi-criteria optimization allows several objectives to 
be taken into account simultaneously, such as minimizing processing time, maximizing tool durability, and achieving 
the required surface quality. The use of methods such as hierarchy analysis, weighted sum methods, or genetic 
algorithms allows for the construction of a mathematical model that reflects the relationship between processing 
parameters and key performance indicators. This enables engineers to make informed decisions based not only on 
production factors, but also on economic factors. Ultimately, comprehensive analysis allows not only to find the best 
compromise, but also to predict how a change in one parameter will affect the entire system, which significantly 
reduces risks and increases the stability of the production process. Multi-criteria analysis is becoming a key tool for 
improving production efficiency in a highly competitive market. This approach allows us to move from empirical 
parameter selection to scientifically based design of technological processes, ensuring sustainable development and 
innovative leadership. 

The purpose of this study is to develop a methodology for improving the efficiency of the production process 
by optimizing key parameters such as processing time, surface quality, and tool wear based on multi-criteria analysis. 
The subject of this study is the development of a methodology for optimizing material flow parameters in mechanical 
engineering production.  

A specific example is the technological operation of hole machining, which is one of the most common and 
important in mechanical engineering. As part of this work, an analysis of existing approaches to the optimization of 
technological processes was carried out, their shortcomings were identified, and a new methodology based on 
weighted multi-criteria analysis was proposed. 

 
1. Research methodology 

 

1.1 Selection of criteria 

To solve this problem, a method based on multi-criteria analysis was developed. The essence of the method is 
to find the optimal solution that will be the best in terms of several criteria simultaneously. 

The following criteria were selected for this study: 
1. Minimizing processing time (Tpro):  

 
Tpro = n⋅fz·L⋅i                                                                         (1) 

 
where L - length of the surface being processed; 

i - number of passes; 
n - spindle rotation speed; 
fz - feed. 

2. Minimizing surface roughness (Ra):  
 
                                                                          Ra = C⋅fzx⋅vcy                                                                                        (2) 

 
where C,x,y - empirical coefficients; 
          vс – cutting speed. 

3. Maximizing tool resistance (Tc):  
 
                                                                          Tc = vcm⋅fzn·Cv                                                                        (3) 
 

where Cv,m,n - коэффициенты, зависящие от материала инструмента и заготовки. 
The goal is to find a combination of parameters (vc, fz, ap) that will be optimal according to all three criteria. 

 

 

 

1.2 Stages of the parameter optimization methodology 

The methodology includes the following stages, as shown in Figure 1. 
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Fig. 1. – Stages of the methodology for optimizing mechanical processing parameters 

 
During the data collection and analysis stage, information is gathered on materials, tools, equipment, and 

quality requirements. When forming target functions, mathematical models are created for each of the three criteria. It 
is also important to impose restrictions on variable parameters (vc, fz, ap) based on the technical characteristics of the 
equipment and tools [17]. For example, maximum spindle speed, maximum feed rate, etc. At the criterion 
normalization stage, all criteria must be converted to a dimensionless form, since they have different dimensions and 
ranges of values [18]. This allows them to be compared with each other. After standardizing the criteria, it is 
necessary to select an optimization method. To solve the problem of multi-criteria optimization of hole processing, the 
weight coefficient method was chosen [19]. This method allows each criterion to be assigned a certain weight 
(significance) depending on production priorities. For example, if speed is most important, the weight coefficient for 
processing time (Tpro) will be higher. 

When constructing the generalized objective function, the normalized criteria were combined into a single 
function, taking into account the weighting coefficients: 

 

                                   *qgv � y� ∙ z{|}3ku + y ∙ ~o~o��� + yL ∙ �1 A z�z����!                                                     (4) 

 
 
where w1,w2,w3 - weight coefficients, the sum of which equals 1; 
          Тpro –  processing time; 
          Тpromin – minimum processing time; 
          Ra – roughness; 
          Ramin – minimum roughness. 

At the stage of solving the optimization problem, the minimum of the generalized objective function was 
sought using the gradient descent method [20].  
 
 
 
 
 
 
 
 
 

1. Data collection and analysis 

2. Formulation of target functions 

3. Identifying limitations 

4. Standardization of criteria 

5. Choosing an optimization method 

6. Construction of a generalized 

objective function 

7. Analysis of results 
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2. Results and discussion 

A specific example was chosen to demonstrate how the method works: drilling a hole with a diameter of 10 
mm and a length of 65 mm in a 45 steel part. P6M5 high-speed steel drill bit was used for mechanical processing of 
the holes. The resulting roughness of the machined surface was Ra 1.6. 

The initial data for the calculation are given in Table 1. 
 

Table 1.  Initial data for optimizing the mechanical processing of holes 

Parametr Value 
Cutting speed, vc from 10 to 30 m/min 

Feed rate, fz from 0.1 to 0.3 mm/rev 

Cutting depth, ap from 1 to 5 mm 
Weight coefficients: 
w1 (time)  
w2 (roughness)  
w3 (resistance)  

 
0.5 
0.3 
0.2 

 

Based on empirical formulas and constraints, dependency graphs were constructed and an optimal solution was 
found that minimizes the generalized objective function. The optimization process for the mechanical processing of 
holes by drilling is shown in Figure 2. 

 

Fig. 2. Optimization of cutting parameters during mechanical processing of a hole 

 
Based on the graph presented, which illustrates the optimization of drilling parameters, it is possible to trace 

the relationship between cutting speed (vc) and feed rate (fz) at each iteration. 
The graph shows how the system searches for the best combination of parameters during the optimization 

process. The starting point, designated as iteration 0, corresponds to a cutting speed of 10 m/min and a feed rate of 0.1 
mm/rev. Then, at each subsequent iteration (1, 2, 3, and 4), the parameters gradually change. 

As a result, the optimal parameters were achieved in the fourth iteration, since the final difference between the 
parameters under consideration is minimal. This point corresponds to the following values: the cutting speed (vc) is 22 
m/min, and the feed rate (fz) is 0.2 mm/rev.  

The graph (Figure 3) shows that with each iteration, the processing time (green line) decreases. For example, at 
iteration 0, the time was 37.9 seconds, and at iteration 4, it was 28.7 seconds. This confirms that the optimization 
process succeeded in reducing the time, which is one of the goals of the methodology. 
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Fig. 3.  Dependence of tool resistance and processing time in each iteration 
 

At the same time, the tool's durability (dashed line) also decreases, but not as much as if the optimization had 
been performed only in terms of time. At iteration 0, the durability was 275.2 μm, and at iteration 4, it was 176.4 μm. 
This result demonstrates that the methodology has found a compromise solution that reduces processing time without 
completely sacrificing tool durability. 

The following parameters were recognized as optimal: 
- vc = 22 m/min; 
- fz = 0.2 mm/rev; 
- ар = 4 mm. 
These parameters achieve a compromise between processing time, tool durability, and surface quality, which is 

the best solution for these conditions. 
The results showed that the proposed method allows finding optimal cutting parameters that differ significantly 

from those that would be selected when optimizing according to a single criterion. For example, when optimizing only 
for time, the cutting speed would be maximum, which would lead to rapid tool wear. When optimizing only for 
quality, the speed would be minimum, which would lead to a significant increase in processing time. Thus, a multi-
criteria approach allows finding a balanced and effective solution. 
 
Conclusions 

The study showed that traditional optimization methods focused on a single criterion lead to compromises that 
worsen other important indicators. For example, increasing the cutting speed to reduce processing time leads to rapid 
tool wear. Conversely, lowering parameters to improve surface quality significantly increases processing time and 
production costs. The proposed approach solves this problem by finding a balanced and effective solution. 

The developed method for optimizing material flow parameters based on multi-criteria analysis has proven its 
effectiveness in the example of a technological operation for machining holes. It allows finding the optimal cutting 
parameters that take into account not only the processing time, but also the surface quality and tool durability. 

Main conclusions: 
- multi-criteria analysis is an effective tool for solving complex optimization problems in mechanical 

engineering; 
- the use of weighting coefficients allows adapting the methodology to specific production priorities; 
- the methodology can be scaled to optimize more complex technological processes, including turning, milling, 

and grinding. 
The next step in the research will be to develop software to automate calculations and implement the 

methodology in real production. 
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Abstract. Composite electrodes, especially carbon-metal oxide composites, hold promising potential in numerous 
industrial applications such as supercapacitors and electrochemical energy storage. This study focuses on developing 
high-performance composite electrodes utilizing pre-carbonized date palm leaves, carbon black and copper powder. 
The main objective of this research is to enhance the mechanical and electrical properties of composite electrodes 
while exploring the potential of agricultural waste utilization. The methodology involves ball-milling pre-carbonized 
date palm leaves (PCDPLs), followed by manual mixing with carbon black (CB) and copper (Cu) powder, pressing 
into pellets, and carbonization at 1000°C in a nitrogen environment. X-ray diffraction (XRD) analysis confirmed the 
polycrystalline structure of the composite electrode with EDXD confirming the presence of Cu2O nanowires. 
Frequency-dependent dielectric parameters, impedance and electrical conductivity were analyzed utilizing the Cole–
Cole plot in a range of (0-8) MHz. Results demonstrate improved crystallinity and performance of the composite 
electrodes, emphasizing the potential of utilizing agricultural waste for sustainable, high-performance electrode 
materials. This research highlights the importance of utilizing agricultural waste for developing advanced composite 
electrodes with enhanced performance capabilities, contributing to sustainable waste management and industrial 
applications in energy storage technologies. 
 
Keywords: carbon/copper oxide composites, X-ray diffraction, pre-carbonized date palm leaves, Cu2O nanowires, 
Cole-Cole plot. 

 
Introduction 

Composite electrodes or carbon-metal oxide electrodes are extensively developed employing distinct 
methodologies to improve industrial applications. For instance, carbon/metal oxide is a class of composite electrodes 
that has improved electrical properties and mechanical performances by incorporating a metal oxide compound. These 
types of composite electrodes have been utilized for transmission and distribution of electric power such as super 
capacitors [1] and electrochemical energy storage [2]. These are further developed by incorporating nanostructure 
fillers such as nanoparticles, nanowires and nanotube compounds to enhance the composite electrode mechanical 
performance and chemical stability [3]. It has also been revealed that the nano-structuring of the electrode materials 
has a positive effect on the electrode performance [4]. 

Currently, most commercial supercapacitor electrodes are manufactured from carbon due to its low cost, 
excellent corrosion resistance, superior cyclic stability and long service life, as the electrode does not undergo 
chemical alteration during charge/discharge cycles [5]. However, the maximum capacitance is restricted by the active 
electrode surface area and the pore size distribution [6]. 

Copper oxide (Cu2O) nanowires are widely utilized as p-type semiconductor compounds in numerous 
applications, including the degradation of methyl orange [7], super capacitors [8], heterojunction solar cells [9], 
biomedical fields [10] and surface coatings [11]. Depending on the preparation method and the proportions of 
constituents utilized, the copper oxide CuO phase may be accompanied by other complex structures, primarily Cu2O 
and Cu4O3. Among these, CuO and Cu2O are the most stable compounds. The synthesis method for Cu2O 
nanostructure has been extensively reviewed in numerous researches which cover both physical and chemical 
methodologies [12-14]. 

Moreover, the carbon material in these types of composites can be prepared from numerous carbonaceous 
substances such as biomass material and agricultural waste material such as oil palm empty fruit bunch [15], olive 
stone [16], lignocellulose [17] and date palm leaves [18, 19]. In the present work, the raw carbon precursor is date 
palm leaves. Due to its high carbon content, low cost and low ash. Date palm leaves has been examined to produce 
solid carbon and activated carbon material with a high surface area and good electrical and mechanical properties 
[19]. Additionally, it has been revealed that pre-carbonized at low heat treatment and the milling process is very 
important to enhance the self-adhesive properties of the carbon produced. 

Furthermore, the Cole–Cole plot proposed by Havriliak, Negami’s and Debye is an analytical method utilized 
to characterize composite electrode. It illustrates the frequency dependence of impedance, dielectric parameters and 
conductivity. The Havriliak, Negami’s and Debye explained the skewed and arcuate shape observed in graphical 
configuration of composite materials [20]. For instance, the dielectric constant (both real and imaginary parts) and the 
dielectric loss tangent are established methodologies for evaluating the conductivity behavior of electrode materials. A 
dielectric loss tangent greater than 1 indicates high conductivity whereas a tangent less than 1 indicates non-
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conductive behavior [21]. It has been observed that the Cole–Cole plots of various electrodes, metal oxide and 
polymer materials tend to exhibit similar shapes [22].  

Despite extensive development in the synthesis of composite electrodes, there remains an urgent need for 
optimizing the mechanical performance, chemical stability and electrical properties of these materials. This research 
emphasizes on the potential of incorporating nanostructure fillers to enhance electrode properties and explore the 
benefits of utilizing carbon derived from agricultural waste such as date palm leaves. The main objective is to 
synthesize composite electrode utilizing self-adhesive carbon grains from pre-carbonized date palm leaves, carbon 
black and copper powder. This research primarily focuses on the characterization of the crystalline structures and 
frequency-dependent properties such as dielectric constant, impedance and electrical conductivity of the composite 
electrode and to explore its potential applications thereby contributing to the field of advanced composite electrodes 
with improved performance capabilities. 

The significance of this research lies in its innovative strategy of developing composite electrodes by utilizing 
self-adhesive carbon grains derived from pre-carbonized date palm leaves, carbon black and copper powder. By 
exploring the underutilized potential of agricultural waste, this research not only improves the mechanical and 
electrical properties of composite electrodes but also offers a sustainable solution to waste management. The 
incorporation of nanostructure fillers such as Cu2O nanowires is expected to significantly improve the dielectric 
constant, impedance and electrical conductivity of the electrodes, thereby advancing their performance in industrial 
applications such as super capacitors and electrochemical energy storage [23]. This research also characterizes the 
frequency-dependent properties of these novel composite materials, providing valuable insights for further 
development and application in advanced material sciences. 
 

1. Methodology 

 
1.1 Pre-carbonized Date Palm leaves (PCDPLs) 

The raw material that is the date palm leaves (Phoenix dactylifera L) were sectioned into small pieces and 
thoroughly washed with hot water. These pieces were subsequently dried at 100°C for two hours. The dried leaves 
then underwent pre-carbonization in a vacuum chamber at 280°C for 4 hours, leading to shrinkage and mass loss due 
to the expulsion of tars, oxygen, carbon monoxide and other volatiles components [24]. The pre-carbonized date palm 
leaves (PCDPL) were then ball-milled into fine carbon grain powder to enhance their self-adhesive properties. 

 
1.2 Composite Electrode Preparation 

The C/Cu2O nanowire composite electrodes were synthesized by combining PCDPLs at concentrations of 50%, 
60%, 70%, 80% and 90% with commercial carbon black at concentrations of 6%, 12%, 18%, 24% and 30% and 
copper powder (99.6% purity) at concentrations of 4%, 8%, 12%, 16% and 20%. The components were manually 
mixed and then stored in a plastic container. One gram of the resulting mixture was pressed into pellets by applying 
12 metric tons of pressure without the addition of any binder. All grain pellets exhibited excellent self-adhesive 
properties before being carbonized at 1000°C in a nitrogen environment employing a multistep heating process, as 
described by [18].  

Following carbonization, the composite electrode produced were thoroughly washed with hot distilled water to 
remove impurities until a pH of 6 was achieved, then dried in an oven at 100oC for four hours. Measurement of the 
pellet dimension was carried out utilizing a micrometer screw gauge and the bulk density was determined by dividing 
the mass of the sample by its volume with results averaged over five replicates for each sample.  

 
1.3 X-Ray Diffraction (XRD) 

An X-ray diffraction (XRD) experiment was conducted on carbon composite pellets by utilizing Rigaku D/Max-
X-ray diffractometer with Cu-Kα radiation. The scanning was conducted at a rate 5 seconds per 0.1° step size, 
covering a diffraction angle (2θ) range from 20° to 70°. 

 
1.4 Energy Dispersions X-ray Diffraction (EDXD) 

Energy dispersion X-ray diffraction (EDXD) was employed on selected sample to identify the structure of Cu2O 
nanowire.  

 
1.5 Dielectric Constants 

The frequency dependent dielectric parameters, specifically the Real part (Er) and imaginary part (Ei) were 
analyzed utilizing the Cole–Cole plot. The real and the imaginary parts were determined as stated by [21, 25] 

 



Material and Mechanical Engineering Technology, №3, 2025 

92 
 

 
where r is the constant and A is the angular frequency. 
 
1.6 Impedance (Z) 

The frequency dependence of impedance and conductivity both the real part and the imaginary part was 
measured employing an e-Agilent E4980A precision LRC meter (inductance [L], capacitance [C], and resistance [R]) 
cell devise. This analysis utilized the Cole-Cole plot to refer to Debye behaviours as done in previous researches [21, 
26]. The measurements were performed utilizing option 001 (DC Measurements) by applying voltages from 0 to 5 V 
with a frequency range of 103MHz to 8x 10^5 Hz to characterize the impedance and conductivity behavior of the 
composite electrode. Impedance which depends on the frequency (ω) of the source, is described as the combination of 
the real part (Z') and the imaginary part (Z'') as stated by [27]. 

 

 
The value of the Cp can be given from equations (2) and (3) at medium and lower frequency range as 

 
 

1.7 Electrical Conductivity (EC) 

The frequency-dependent analysis of conductivity, including the real part (EC(r)) and imaginary part (EC(i)) 
was conducted utilizing the Cole-Cole plot to refer to Debye behaviors, following the approach outlined by [21]. An 
electrical component with option 001 (DC Measurements) was employed, applying voltages ranging from 0–5 volts 
and frequencies ranging from 0 MHz –6.5 MHz to analyze the conductivity behavior of the produced electrode. The 
AC conductivity is defined as  

 
where DC is the direct current, 0 � 2^�, f is the frequency and A is a constant. 
 

 

2.Result and Discussion 

 
2.1 Composite Electrode Properties 

Table 1 demonstrates data on the average weight and bulk density of composite electrode (C/Cu2O) 
nanowire. The bulk density exhibits a slight increase from 1.303 g/cm3 to 2.26 g/cm3 with the augmentation CB+Cu 
% content. The density of the carbon composite pellets is approximately 50% of that of pure-graphite structure and 
falls within the range of densities for carbon filament electrodes (1.77 g/cm3) and glassy carbon (Sigradur K) (1.540 
g/cm3), indicating that the composite has achieved substantial density. Additionally, the table also reveals that the 
yield of the composite electrode improves with increasing CB+Cu % content. This improvement is attributed to a 
reduction in non-carbon content and volatile components which contributes to the enhanced bulk density of the 
product. 
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Table 2. The raw composition concentrations data before and after carbonization 

Raw Data Before Carbonization Data After Carbonization 

PCDPLs % CB % Cu % Weigh Weight Electrode Black Density 

   (g) (g) Yield (g/cm3) 

90% 6% 4% 1.00 0.48±0.01 48% 1.30±0.03 

80% 12% 8% 1.00 0.53±0.03 53% 1.38±0.02 

70% 18% 12% 1.00 0.56±0.00 56% 1.86±0.05 

60% 24% 16% 1.00 0.59±0.01 59% 2.02±0.11 

50% 30% 20% 1.00 0.62±0.01 62% 2.25±0.01 

Carbon 
filament 
electrode 

- - - - - 1.77 

Graphite - - - - - 2.26 

Sigradur K - - - - - 1.540 

   (g) (g) Yield (g/cm3) 

90% 6% 4% 1.00 0.48±0.01 48% 1.30±0.03 

80% 12% 8% 1.00 0.53±0.03 53% 1.38±0.02 

70% 18% 12% 1.00 0.56±0.00 56% 1.86±0.05 

60% 24% 16% 1.00 0.59±0.01 59% 2.02±0.11 

50% 30% 20% 1.00 0.62±0.01 62% 2.25±0.01 

Carbon 
filament 
electrode 

- - - - - 1.77 

Graphite - - - - - 2.26 

Sigradur K - - - - - 1.540 

 

2.2 X-ray Diffraction 

Figure 1 illustrates the X-ray diffraction pattern for composite electrode pellets exhibiting strong peaks at 
reflection planes (002), (110), (111), (100), (200) and (111) corresponding to diffraction angles (2θ) of 25.9°, 28.7°, 
36.4, 39.69°, 43.9, 50°.32 and 53.25° respectively. This pattern indicates a polycrystalline structure. It is evidently 
proven from figure 1 that the composite electrode produced enhances the crystalline structure as distinguished by 
three prominent sharp peaks at (002), (100) and (111) characteristic of a graphitic-like structure. Additionally, strong 
diffraction peaks (110), (111), (200) and (211) represent the dominant structure of Cu2O in the composite. 

Moreover, the X-ray spectrum analysis indicates that an increase in the percentage of (CB+Cu) % content 
leads to the enhancement in the crystalline structure of the produced composite electrode. This effect is especially 
pronounced in the composite electrode sample prepared with a 50% concentration which exhibits a structure of pure-
graphitic as evidenced by the X-ray diffraction spectrum depicted in Figure 1. Furthermore, these findings correspond 
with the bulk density measurement as demonstrated in Table 1, which shows equivalence to that of pure graphite.  

These observations support the concept that the combination of (Cu+ CB) with PCDPLs promotes a more 
graphitic structure, reducing the graphitization temperature up to 1000oC by employing multiple heating profiles in 
nitrogen environments. This reduction in graphitization temperature is expected to yield economic benefits and 
provides an alternative approach to minimize graphite production costs. 

 
 
 Fig. 8. - X-ray diffraction profiles of the C/Cu2O nanowire composite electrode. 
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2.3 EDXD 

Figure 2 illustrates the visual representation of the EDXD electron image exhibiting a specific composite 
electrode treated with 70% PCDPLs. It reveals the vertical growth of Cu2O nanowires on the Cu/Cu2O cluster 
substrate synthesized through a pyrolysis mechanism, exhibiting varying orientations. 

 

 
 

Fig. 2. - EDXD electron image of the selected composite electrode 
 

2.4 Impedance 

The widely recognized Cole–Cole plot originally proposed by Havriliak and Negami’s through analytical 
methods explained the graphical configuration and arcuate shape observed in the medium and low frequency range 
(103MHz – 8x105Hz) of the composite electrode. However, the presence of a semicircular sketch was not detected 
within this frequency range as illustrated in Figure 3. It is expected that the frequency ranges utilized are insufficient 
to fully capture the threshold dominance of the Havriliak and Negami’s analytical behavior.  

 
 

 
 
 
Additionally, the impedance bridge data demonstrated in Table 2 highlights the values of Rp (polarization 

resistance) and the maximum Z'' (imaginary part) and Z' (real part) at medium and lower frequencies. The data from 
the table 2 also reveals that the Z'' value for the 90% concentration and Z' value for the 50% concentration are higher 
as compared to other electrode compositions, suggesting an enhancement in Z' with an increase in (CB+Cu) % 
content.  

 
Table 3. Impedance results plotted in a Cole-Cole plot as a function of frequency 

Composite Electrode Cell Rp (Ohm) Z''(max) (Ohm) Z'(max) (Ohm) 

90% 0.735 12.30 1.250 
80% 1.021 7.00 1.250 

70% 1.550 7.33 1.800 
60% 1.630 7.19 1.870 
50% 1.860 8.80 2.175 

Fig. 9. - Cole-Cole Plots illustrating the frequency-dependent impedance, with the imaginary part (Z'') plotted against the real 

part (Z') for composite samples ranging in concentration from 50% to 90%. 
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Furthermore, it is evident from the data that the Cole–Cole plots observed in numerous carbon electrodes and 

metal oxide exhibited that all these plots have approximately similar shape as reported by [28]. 
 

2.5 Electrical Conductivity (EC) 

Figures 4 and 5 illustrates the frequency-dependent variation of electrical conductivity represented by the real 
part (EC(r)) and imaginary part (EC(i)) respectively, composite electrode samples treated with different percentages of 
PCDPLs (50%, 60%, 70% and 80%) (298 K). Notably, the real part exhibits a marked increase at lower frequencies 
followed by a decrease at higher frequencies, indicating a characteristic behavior. The intercept on the y-axis 
represents the DC resistance as noted by [29]. On the Contrary, the imaginary part exhibits a significant increase at 
lower frequencies and a subsequent decrease at higher frequencies.  

 

 
 
 
 

 
 
 
 

 
Additionally, the Cole-Cole graphical plot of the imaginary part (EC(i)) is plotted against the real part at 

(EC(r)) as a function of frequency [30]. This plot reveals the semi-circular patterns with a narrow threshold range 
from 0 to 1.32 as observed in Figure 6 and demonstrated in Table 2. Figure 6 explains the theoretical behavior 
predicted by the Debye method as discussed by [21]. Furthermore, it is observed that the semicircular sketch patterns 
increase with higher percentages of (CB+Cu), indicating a rise in electrical conductivity with increasing (CB+Cu) 
content although the conductivity values remain relatively low. 

Fig. 10. - The Cole-Cole plots of frequency dependence impedance (imaginary part Z'' versus the real part Z') for composite samples 

treated with varying percentages of PCDPL, ranging from 50% to 90%. 

Fig. 11. - Frequency-dependent variation of electrical conductivity represented by the real part (EC(r)) of composite electrode samples 

treated with varying percentages of PCDPL, ranging from 50% to 90%. 
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These effects are expected to the vertical growth of Cu2O nanowires in varying orientations on the surface of 
the composite electrode, as illustrated in Figure 2. This vertical growth is expected to hinder the transfer of mobility 
carriers, consequently reducing the electrical conductivity behavior of the produced composite electrode, as suggested 
by [26]. Most Probably, this behavior is due to the addition of CB and Cu as rigid fillers to the PCDPLs, leading to 
enhanced electrical properties of the composite product and also by enhancing occupational mobility carrier in the 
electrode contact points. 

Moreover, table 3 demonstrates the relationship between the percentage of composite electrode cell and the 
Cole-Cole plot of conductivity behavior as a function of frequency. It reveals the range of frequencies over which the 
imaginary electrical conductivity (EC(i)) increases then decreases for different composite electrode cell percentages. 
The table suggests that the frequency range over which this behavior is observed increases as the percentage of 
composite electrode cell increases. 

Table 4. Cole-Cole plot of Conductivity Behavior as a Function of Frequency 

Composite electrode cell Semi-circular sketch dominos (EC (r )) EC(i) max 

90% (0 - 0.520) 0.255 
80% (0 - 0.591) 0.287 
70% (0 - 0.642) 0.303 
60% (0 - 0.938) 0.453 
50% (0 - 1.32) 0.644 

 
Conclusion 

A Carbon/Cu2O nanowire composite electrode has been successfully developed utilizing pre-carbonized date 
palm leaves, carbon black and Cu powder, exhibiting improved mechanical and electrical properties. XRD analysis 
revealed that all CCOC pellets possess a polycrystalline structure while EDXD results confirmed the Cu2O structure 
as nanowire. The combination of three materials, i.e. biomass PCDPLs + CB and Cu results in nanoparticle-composite 
carbon with significantly improved crystallinity. The incorporation of Cu2O nanowires enhanced the dielectric 
constant, impedance and conductivity. Cole-Cole plots revealed consistent frequency-dependent behavior across 
distinct composite compositions. This research emphasizes on the potential of utilizing agricultural waste for 
developing advanced, high-performance composite electrodes for industrial applications, particularly in 
supercapacitors and electrochemical energy storage. 

The study's limitations include a narrow frequency range for impedance analysis, potentially insufficient to fully 
capture the Havriliak and Negami’s behavior and the relatively low conductivity values due to the vertical growth of 
Cu2O nanowires may hinder carrier mobility in the composite electrode. Additionally, the research also does not 
extensively explore the benefits of other metal oxides compared to Cu2O. Furthermore, the specific impact of each 
constituent (PCDPLs, CB, Cu) on the mechanical and electrical properties was not fully studied.  

This study opens pathways for broader applications in renewable energy technologies, such as solar cells and 
fuel cells. The sustainable approach of utilizing agricultural waste could inspire further researches into other biomass-
derived materials, promoting circular economy principles and cost-effective electrode manufacturing. Additionally, 
the improved dielectric properties and impedance behaviors of these composites may lead to advancements in 
electronic devices and sensors, providing a versatile platform for future innovations in various high-performance 
technological sectors. 

 

Data Availability Statement: The datasets generated and/or analyzed during the current study are available from the 
corresponding author, Fatima Musbah Abbas, upon reasonable request. 

Fig. 12. - Frequency-dependent variation of electrical conductivity represented by the imaginary part (EC(i)) of composite electrode 

samples treated with varying percentages of PCDPL, ranging from 50% to 90%. 



Material and Mechanical Engineering Technology, №3, 2025 

97 
 

 

Competing Interests: The authors have no relevant financial or non-financial interests to disclose. 
 

Funding: The authors declare that no funds, grants, or other support were received during the preparation of this 
manuscript. 

 

Author Contributions: All authors contributed to the study conception and design. Material preparation, data 
collection and analysis were performed by [Fatima Musbah Abbas], [Selma Elsheikh Abdelrahman] and [Abubaker 
Elsheikh Abdelrahman]. The first draft of the manuscript was written by [Fatima Musbah Abbas] and all authors 
commented on previous versions of the manuscript. All authors read and approved the final manuscript. 

 
Acknowledgements: The authors extend their appreciation to Deanship of Scientific Research at King Khalid 
University for funding this research through General Research Project under grant number (RGP.1/127/44-1444). 
 

References 
[1] S. Saini, P. Chand, and A. Joshi, "Biomass derived carbon for supercapacitor applications," Journal of Energy Storage, 

vol. 39, p. 102646, 2021. 
[2] R. Liu et al., "Carbon coating on metal oxide materials for electrochemical energy storage," Nanotechnology, vol. 32, no. 
50, p. 502004, 2021. 
[3] A. Barra, C. Nunes, E. Ruiz-Hitzky, and P. Ferreira, "Green carbon nanostructures for functional composite materials," 
International Journal of Molecular Sciences, vol. 23, no. 3, p. 1848, 2022. 
[4] R. Xu et al., "Well‐defined nanostructures for electrochemical energy conversion and storage," Advanced Energy 

Materials, vol. 11, no. 15, p. 2001537, 2021. 
[5] Y. Wang et al., "Recent progress in carbon-based materials for supercapacitor electrodes: a review," Journal of Materials 

Science, vol. 56, pp. 173-200, 2021. 
[6] A. Elmouwahidi, E. Bailón-García, J. Castelo-Quibén, A. Pérez-Cadenas, F. Maldonado-Hódar, and F. Carrasco-Marín, 
"Carbon–TiO 2 composites as high-performance supercapacitor electrodes: synergistic effect between carbon and metal oxide 
phases," Journal of Materials Chemistry A, vol. 6, no. 2, pp. 633-644, 2018. 
[7] Z. Xie et al., "Effect of impurity in Cu 2 O nanowires on the degradation of methyl orange," Journal of Materials 

Science: Materials in Electronics, vol. 31, pp. 3817-3824, 2020. 
[8] D. Majumdar and S. Ghosh, "Recent advancements of copper oxide based nanomaterials for supercapacitor applications," 
Journal of Energy Storage, vol. 34, p. 101995, 2021. 
[9] C. Dumitru, V.-F. Muscurel, and L. Fara, "Cu2O layer analysis and optimization based on a metal-oxide tandem 
heterojunction solar cell," Materials Today: Proceedings, vol. 5, no. 8, pp. 15895-15901, 2018. 
[10] N. Verma and N. Kumar, Synthesis and biomedical applications of copper oxide nanoparticles: an expanding horizon," 
ACS biomaterials science & engineering, vol. 5, no. 3, pp. 1170-1188, 2019. 
[11] S. Masroor, "Basics of metal oxides: properties and applications," Inorganic Anticorrosive Materials, pp. 85-94, 2022. 
[12] T. H. Tran et al., Effect of annealing temperature on morphology and structure of CuO nanowires grown by thermal 
oxidation method, Journal of Crystal Growth, vol. 505, pp. 33-37, 2019. 
[13] Z. Starowicz et al., Materials studies of copper oxides obtained by low temperature oxidation of copper sheets," 
Materials Science in Semiconductor Processing, vol. 121, p. 105368, 2021. 
[14] M. Košiček, J. Zavašnik, O. Baranov, B. Šetina Batič, and U. Cvelbar, "Understanding the growth of copper oxide 
nanowires and layers by thermal oxidation over a broad temperature range at atmospheric pressure," Crystal Growth & Design, vol. 
22, no. 11, pp. 6656-6666, 2022. 
[15] M. Ikhsan and R. Ramli, "Measurements and analysis of crystal structures of activated carbon of empty fruit bunch from 
oil palm biomass waste," in Journal of Physics: Conference Series, 2020, vol. 1528, no. 1: IOP Publishing, p. 012031.  
[16] P. Ibeh, F. García-Mateos, J. Rosas, J. Rodríguez-Mirasol, and T. Cordero, "Activated carbon monoliths from 
lignocellulosic biomass waste for electrochemical applications," Journal of the Taiwan Institute of Chemical Engineers, vol. 97, pp. 
480-488, 2019. 
[17] V. Dhyani and T. Bhaskar, "A comprehensive review on the pyrolysis of lignocellulosic biomass," Renewable energy, 

vol. 129, pp. 695-716, 2018. 
[18] F. M. Abbas, Z. A. Al Ahmad, R. O. E. Elgezouly, and A. E. Abdelrahman, "Characterization of carbon pellets prepared 
from date palm leaves (Phoenix dactylifera L.) by compression pressure: X-ray diffraction measurements and applications," 2022. 
[19] A. E. Abdelrahman, F. M. Abbas, and A. K. Arof, "Crystallite Parameters, Amorphous Contents and Surface Functional 
Groups, Contents of Activated Carbon Prepared from KOH Treated Pre-Carbonized Date Palm Leaves (Phoenix dactylifera L.)," 
2023. 
[20] S. Bhattacharjee, A. Banerjee, N. Mazumder, K. Chanda, S. Sarkar, and K. K. Chattopadhyay, "Negative capacitance 
switching in size-modulated Fe3O4 nanoparticles with spontaneous non-stoichiometry: confronting its generalized origin in non-
ferroelectric materials," Nanoscale, vol. 12, no. 3, pp. 1528-1540, 2020. 
[21] R. Han, Y. Liu, J. Shi, G.-X. Chen, and Q. Li, "Enhanced dielectric properties and breakdown strength of polymer/carbon 
nanotube composites by coating an SrTiO3 layer," e-Polymers, vol. 21, no. 1, pp. 272-278, 2021. 
[22] G. A. Khouqeer, B. A. El-Badry, and M. Zaki, "Improvement of the optical properties, dielectric behaviors and Cole-Cole 
plot of gamma-irradiated polyvinyl alcohol filled by nanostructured aluminum metal oxide," Journal of Radiation Research and 

Applied Sciences, vol. 17, no. 2, p. 100871, 2024. 
[23] M. Harilal et al., "Environment-modulated crystallization of Cu2O and CuO nanowires by electrospinning and their 
charge storage properties," Langmuir, vol. 34, no. 5, pp. 1873-1882, 2018. 
[24] V. D. Vaibhav Dhyani and T. B. Thallada Bhaskar, "A comprehensive review on the pyrolysis of lignocellulosic 
biomass," 2018. 
[25] K. Wilczyński, A. Wróblewska, A. Daniszewska, J. Krupka, M. Mrozowski, and M. Zdrojek, "Modulation of dielectric 
properties in low-loss polypropylene-based composites at GHz frequencies: theory and experiment," Scientific Reports, vol. 12, no. 
1, p. 13104, 2022. 



Material and Mechanical Engineering Technology, №3, 2025 

98 
 

[26] N. Aguilo-Aguayo, T. Drozdzik, and T. Bechtold, "Impedance analysis of electrodes made of continuous carbon 
filaments in a 20 cm2 redox flow cell," Journal of Electroanalytical Chemistry, vol. 926, p. 116954, 2022. 
[27] S. Demirezen and S. A. Yerişkin, "Frequency and voltage-dependent dielectric spectroscopy characterization of 
Al/(Coumarin-PVA)/p-Si structures," Journal of Materials Science: Materials in Electronics, vol. 32, pp. 25339-25349, 2021. 
[28] K. Samatha, H. Vijeth, and R. Sagar, "Electrical and electrochemical properties of nanostructured Ni and Zn substituted 
Co3O4 spinels for thermistors and supercapacitor applications," Journal of Energy Storage, vol. 52, p. 104871, 2022. 
[29] Y. Jiang, J. Huang, H. Ji, B. Wang, Z. Huang, and M. Soleimani, "Study on dual-frequency imaging of capacitively 
coupled electrical impedance tomography: Frequency optimization," IEEE Transactions on Instrumentation and Measurement, vol. 
71, pp. 1-18, 2022. 
[30] C. Y. Tan, N. Farhana, N. M. Saidi, S. Ramesh, and K. Ramesh, "Conductivity, dielectric studies and structural properties 
of P (VA-co-PE) and its application in dye sensitized solar cell," Organic Electronics, vol. 56, pp. 116-124, 2018. 
 

Information of the authors 

 
Abbas Fatima Musbah, PhD, professor, King Khalid University 
e-mail: FatimaM.Abbas1@researchergroup.co 
 
Khalofa Ahlam, professor,  Ministry of Science Higher Education and Scientific Research 
e-mail: ahlam_khalofa12@outlook.com 
 
Abbas Hanan  Musbah, PhD, professor, National for Research Remote Sensing Authority, Khartoum, Sudan 

e-mail: hanan_musbah12@outlook.com 
 

Al-Ahamd Zehbh Ali,  PhD, professor, National for Research Remote Sensing Authority 
e-mail: zehbh-al-ahamd@outlook.com   

 

Abdelrahman Abubaker Elsheikh, PhD, associate professor, director, Act center for research 
e-mail: 3elsheikh98@outlook.com 
  



Material and Mechanical Engineering Technology, №3, 2025 

99 
 

DOI 10.52209/2706-977X_2025_3_99                                IRSTI   55.43.13                                           UDC 629.3 
 

Environmental and Economic Feasibility of Implementing  

Electro-Impulse Mufflers on Motor Vehicles 
 

Kabibollayev B.B., Kukesheva A.B.*, Kadyrov A.S., Kryuchkov E.Y., Karsakova A.Zh. 

Abylkas Saginov Karaganda Technical University, Karaganda, Kazakhstan  

* сorresponding author 
 

Abstract. The article addresses the issue of atmospheric pollution caused by motor vehicles and proposes a solution in 
the form of implementing electro-impulse mufflers for diesel engines. It presents the results of experimental studies 
confirming a reduction in CO₂ concentration and smoke levels, as well as an increase in oxygen content in exhaust 
gases. A methodology for calculating the economic efficiency of introducing electro-impulse mufflers has been 
developed, taking into account emission taxes and the prevention of environmental damage. Calculations specific to 
Kazakhstan show that the implementation of this technology leads to a 42% reduction in emissions, up to 25% fuel 
savings, a decrease in emission payments by 11 billion tenge annually, and the prevention of environmental damage 
amounting to over 1.25 trillion tenge. The results obtained demonstrate the environmental and economic feasibility of 
integrating electro-impulse mufflers into the national exhaust gas purification system. 
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Introduction 

Mechanical and automotive engineering play a key role in the modern economy by driving industrial 
development, creating jobs, advancing technological progress, and improving the population’s standard of living. 
These industries contribute to increased mobility, enhanced efficiency in technical and logistical processes, and 
greater competitiveness of national production. However, the intensification of transportation flows, the growing 
number of motor vehicles, the expansion of urban agglomerations, and the rise in freight transport both within and 
outside cities are increasing the environmental burden on the natural environment. This is reflected in the rise of 
harmful emissions, air pollution, increased noise levels, and a decline in the quality of urban life. Therefore, the 
development and implementation of environmentally friendly and resource-efficient technologies in the transport 
sector have become particularly relevant. 

One of the most significant negative consequences of the transport sector is the emission of exhaust gases, 
especially carbon dioxide (CO₂), which contributes to global warming and climate change. According to international 
studies, the transport sector is one of the largest sources of CO₂ emissions worldwide, with road transport accounting 
for 71.7% of these emissions. This highlights the urgent need for effective measures to reduce the carbon footprint [1, 
2]. 

In addition, air pollution caused by nitrogen oxides, sulfur compounds, and soot particles has a serious impact 
on public health, provoking respiratory and cardiovascular diseases [3]. According to data from the World Health 
Organization (WHO), around 7 million people die prematurely each year due to the effects of air pollution (Figure 1). 

  

 
 

Fig. 1 – Indicators of the World Health Organization (WHO) 
 

Approximately 68% of these cases are linked to ischemic heart disease and stroke, 14% to chronic obstructive 
pulmonary disease (COPD), 14% to acute lower respiratory infections, and 4% to lung cancer [4,5]. 

In Kazakhstan, air pollution is also a pressing issue. According to the World Bank’s 2022 report, the country 
sees more than 10,000 premature deaths annually due to air pollution, resulting in economic losses of over 10.5 billion 
USD each year. 

Several cities in Kazakhstan regularly experience concentrations of harmful substances in ambient air that 
exceed the maximum allowable limits (MAL). According to data from the Ministry of Ecology, Geology and Natural 
Resources, the most polluted cities include Astana, Almaty, Karaganda, Temirtau, and Aktobe (Table 1). 

 
 
 

68%

14%

1…

4%



Material and Mechanical Engineering Technology, №3, 2025 

100 
 

Table 1. The most polluted cities in Kazakhstan 

№ City Indicators 

1 Astana 
Over 1,300 cases of exceeding the MAL for harmful substances, especially near 
Babatayuly Street. 

2 Almaty 
1,940 cases of exceeding the MAL, particularly in the areas of the Almaty Arena Ice Palace 
and nearby residential districts. 

3 Karaganda 56 cases of severe air pollution, mainly due to suspended particles (PM2.5 and PM10). 
4 Temirtau 54 cases of high pollution, primarily from nitrogen dioxide. 
5 Aktobe Exceedances of the MAL for nitrogen dioxide and hydrogen sulfide were recorded [6,7]. 

 
Moreover, in dense urban traffic conditions, vehicles often operate at low engine speeds, are forced to stop 

frequently at traffic lights, idle in traffic jams, and move in a pattern of constant acceleration and braking. As a result: 
 The level of harmful emissions increases, as fuel combustion becomes less efficient, leading to significantly 

higher emissions of nitrogen oxides (NOx), carbon monoxide (CO), and particulate matter (PM2.5, PM10); 
 The exhaust system operates sub-optimally, reducing the effectiveness of catalytic converters and diesel 

particulate filters (DPFs); 
 Fuel consumption rises, adding further environmental impact and increasing operating costs; 
 Engine lifespan decreases, as frequent stops and low-speed driving contribute to greater wear and tear of 

engine components. 
To reduce the negative environmental impact of transportation under urban conditions, various technologies 

and methods are used worldwide. However, each has its own advantages and disadvantages. 
One common solution is the use of electric and hybrid vehicles, which do not emit CO₂ or particulates during 

operation. However, widespread adoption is hindered by high costs, limited driving range, and insufficient charging 
infrastructure. Additionally, battery production requires rare earth metals, placing further strain on the environment 
and increasing dependence on finite natural resources. Mining and processing of rare earth elements are associated 
with significant environmental pollution, high energy consumption, and socio-economic risks - especially in countries 
where the major deposits are concentrated. Thus, despite their environmental benefits in operation, electric vehicles 
are not a fully “green” alternative and require a comprehensive life cycle impact assessment, from raw material 
extraction to battery disposal. 

Another option is the use of biofuels, such as biodiesel and bioethanol, which can reduce carbon monoxide and 
particulate emissions. However, their use tends to increase nitrogen oxide emissions, and their production requires 
vast agricultural areas, often leading to deforestation and rising food crop prices. 

To reduce emissions in diesel and gasoline vehicles, catalytic converters and diesel particulate filters (DPFs) 
are widely used. These effectively reduce harmful substances in exhaust gases but require regular maintenance and 
replacement. In city driving, where engines often run at low speeds, the effectiveness of these systems decreases, and 
their failure can result in costly repairs [8,9]. 

Another solution is the use of natural gas (compressed or liquefied). Gas-powered vehicles emit significantly 
fewer pollutants than traditional diesel or gasoline vehicles. However, modifications to the engine are required, and 
the lack of fueling infrastructure limits the widespread adoption of this technology [10,11]. 

A simple method for reducing emissions in urban driving is the implementation of start-stop systems, which 
automatically turn off the engine during stops at traffic lights or in traffic. This helps save fuel and reduce emissions, 
but frequent engine restarts increase the load on the starter and battery, potentially causing premature wear [12,13]. 

Based on the identified pros and cons of current methods and technologies, their practical implementation 
efficiency has been evaluated according to the following criteria: emission reduction effectiveness, economic 
feasibility, and implementation risks (Table 2). 

 
Table 2. Evaluation of the Practical Effectiveness of Existing Emission Reduction Methods 

Method 
Emission Reduction 

Effectiveness 
Economic Feasibility Implementation Risks 

Electric Vehicles 
High (no emissions 
during operation) 

Low (high purchase cost and 
infrastructure requirements) 

High (underdeveloped 
infrastructure, expensive 

batteries) 

Gas-powered Transport 
(CNG/LNG) 

Medium (reduced NOₓ 
and CO emissions) 

Medium (costly equipment 
and fueling stations) 

Medium (lack of refueling 
stations, vehicle conversion 

required) 

Catalytic Converters and Diesel 
Filters 

Medium (effective only 
at high temperatures) 

Medium (high replacement 
and maintenance costs) 

Medium (ineffective in urban 
conditions, risk of filter 

clogging) 

Start-Stop System 
Low (only saves fuel 

during idling) 
High (simple and 

inexpensive to install) 
Low (increased wear on 

battery and starter) 

 
There are also domestic solutions aimed at neutralizing harmful emissions from vehicles. In particular, 

researchers from the Abylkas Saginov Karaganda Technical University, at the Department of “Transport Engineering 
and Logistics Systems,” are developing electro-impulse, ultrasonic, and laser mufflers for vehicles [14,15]. These 
devices are based on the physical principles of the impact of electro-impulses, ultrasound, and lasers on the exhaust 
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gas flow, which leads to processes such as electrical ionization, ultrasonic coagulation, and laser dissociation — all of 
which contribute to reducing harmful substance content [16]. 

Preliminary experimental studies have already confirmed the effectiveness of the proposed methods, 
demonstrating a reduction in carbon dioxide levels, decreased smoke density, and increased oxygen concentration in 
exhaust gases [17,18]. However, the technologies are still in the testing phase and require further research to optimize 
their design and adapt them to various operating conditions. 

Despite this, the proposed direction is considered promising because integrating electro-impulse, ultrasonic, 
and laser devices into vehicle exhaust systems does not require significant modifications to the exhaust system design, 
making it possible to implement them without substantial cost increases [19,20]. 

Electro-impulse mufflers are the most suitable for diesel engines since, compared to ultrasonic and laser 
mufflers, they offer stable influence on both smoke levels and gas composition. Additionally, electro-impulse mufflers 
have the following advantages: 

First, electro-impulse technology maintains its effectiveness at low engine speeds, which is especially 
important for vehicles operating in conditions of frequent stops and acceleration in urban traffic. Unlike ultrasonic 
mufflers, which require a stable gas flow to effectively trigger coagulation processes, electro-impulse discharges act 
directly on soot particles and nitrogen oxides, breaking them down even during unstable engine operation. 

Second, electro-impulse mufflers consume less energy than laser systems, making them a more economical and 
practical solution for vehicles where additional loads on the onboard power supply must be minimized. Laser systems 
require complex optical equipment and precise tuning to effectively decompose harmful substances, complicating 
their operation under conditions of high vibration and dustiness, which are typical for freight transport. 

Moreover, electro-impulse mufflers can be easily integrated into standard exhaust gas systems without 
requiring significant structural changes. This allows for their use in both new vehicle models and as part of retrofitting 
already operating fleets, making them the most realistic and accessible solution for practical implementation. 

Thus, electro-impulse mufflers represent the most optimal option for diesel engines, providing effective 
emission reduction, cost-efficiency, and reliability under demanding operating conditions. 

However, the economic feasibility of large-scale implementation of electro-impulse mufflers has not yet been 
proven. Without proper economic justification, market introduction, commercialization, and the organization of mass 
production at machine-building plants could face difficulties. Therefore, the development of a calculation 
methodology proving the cost-effectiveness of implementing electro-impulse mufflers is a relevant task. 

The objective of this study is to develop a methodology for calculating the effectiveness of implementing 
electro-impulse mufflers for diesel vehicles. 

To achieve this objective, the following tasks were solved: 
 the physical principles of electro-impulse muffler operation were examined; 
 an analysis of experimental test bench results was conducted; 
 a methodology for calculating the economic efficiency of electro-impulse muffler implementation was 

developed; 
 the prospects for integrating electro-impulse mufflers into vehicle systems were assessed. 
The scientific novelty of the research lies in obtaining new dependencies that confirm the effectiveness of the 

electro-impulse muffler implementation. 
The practical significance of the research is as follows: 

The results of the study can be applied in the modernization of exhaust gas treatment systems for diesel vehicles. This 
will help reduce air pollution, lower tax payments for harmful emissions, and improve the economic efficiency of 
logistics operations. 

The developed calculation methodology can serve as a primary tool for assessing the potential of introducing 
electro-impulse mufflers into industrial production. 

Thus, the study aims not only to scientifically justify the efficiency of electro-impulse mufflers but also to 
prove their economic and market feasibility, paving the way for mass production and commercial application. 

 

1. Materials and Methods 

The gas purification process in the electro-impulse muffler is based on the formation of a corona discharge 
between the electrodes [21]. A corona discharge is a glow that appears around the tips of electrodes when high voltage 
is applied, subsequently leading to the ionization process (Figure 2). 

 
 

Fig. 2 – Corona discharge 
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Gas ionization is a process in which gas atoms or molecules lose or gain electrons under the influence of an 

electrical discharge. As a result of ionization, electrically charged particles are formed: positive ions if an atom loses 
an electron, and negative ions if it gains an electron [22]. 

The charged particles, while moving through the muffler, are attracted to the neutral gas particles, forming 
large aggregates that settle at the bottom of the housing due to electrocoagulation [23]. 

Experiments conducted on test benches with the electro-impulse muffler, and comparisons with the results 
from tests using ultrasonic and laser mufflers, confirmed the effectiveness of gas purification using electro-impulse 
technology (Figure 3). 
 

  

a) ultrasonic muffler b) electro-impulse muffler 

 
c) laser muffler 

 
Fig. 3 – Experimental test benches for electro-impulse, ultrasonic, and laser mufflers. 

 
Changes in carbon dioxide (CO₂) and oxygen (O₂) concentrations at various engine speeds were used as 

evaluation indicators. The experimental results for CO₂ and O₂ levels obtained from the three muffler test benches are 
presented in Table 3. 
 

Table 3. Results of experimental research 
№ Engine speed, rpm Before exposure 750-1000 1000-1400 1400-1550 

Impact after after after 

1 CO₂ (Electro-impulse) 2,38 2,35 2,27 2,1 
2 O₂ (Electro-impulse) 17,18 17,27 17,46 17,66 
3 CO₂ (Ultrasound) 2,26 2,25 2,23 2,18 
4 O₂ (Ultrasound) 17,34 17,36 17,46 17,5 
5 CO₂ (Laser) 1,4 1,35 1,35 1,38 
6 O₂ (Laser) 18,97 18,87 19,01 18,43 

 
Based on the experimental data presented in Table 3, comparative graphs were created to show the 

effectiveness of the three types of exhaust gas treatment (electro-impulse, ultrasonic, and laser) in terms of CO₂ and 
O₂ indicators for diesel engines (Figures 3 and 4). 

 

 
 

Fig. 3 – Comparison of the efficiency of three types of treatment on CO₂ indicators 
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Fig. 4 – Comparison of the efficiency of three types of treatment on O₂ indicators 
 

The results showed that electro-impulse treatment ensures a stable reduction in CO₂ concentration – from 
2.38% to 2.10% as engine speed increases, indicating a decrease in the amount of incompletely burned products. At 
the same time, there is a positive trend in the increase of O₂ concentration – from 17.18% to 17.66%, which indicates 
more complete combustion of the fuel mixture. 

Ultrasonic treatment demonstrated a similar but slightly less pronounced efficiency: CO₂ concentration 
decreased to 2.18%, and O₂ content increased to 17.50%. Thus, ultrasound has a positive effect, but its impact is 
inferior to electro-impulse treatment. 

Laser treatment showed the highest oxygen content in the exhaust gases – up to 19.01%, which indicates a high 
level of combustion completeness. However, CO₂ concentration remains at a low level without significant reduction 
as the engine speed increases, with values stabilizing in the range of 1.35–1.38%. This may indicate an initially 
cleaner combustion process, but lower sensitivity to changing engine operating conditions. 

Additionally, the smoke indicators of exhaust gases were studied as a result of experiments conducted on three 
test stands. The results of the experiments are presented in Table 4 and in Figure 5. 

 
Table 4.  Results of exhaust gas smoke indicators 

№ Engine speed Before (%) 750-1000 1000-1400 1400-1550 
after 
(%) 

after 
(%) 

after 
(%) 

1 Electro-impulse 50 45 36 29 

2 Ultrasound 54 35 44 46 

3 Laser 80 60 80 60 

 
 

Fig. 5 – Comparison of the effectiveness of three types of treatment on smoke density (D) 

 
The results showed that electro-impulse treatment ensures stable and consistent reduction of pollutant levels as 

engine speed increases. The value decreased from 50% to 29%, indicating high efficiency of the technology under 
dynamic engine operating conditions. This suggests good adaptability of the method to varying loads and speeds. 

Ultrasonic treatment showed effective pollutant reduction at low engine speeds (down to 35%). However, as 
the engine speed increased, the smoke level rose again - up to 46% at 1400 - 1550 rpm. This indicates the method's 
instability under increased loads and a limited effective operating range. 
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Laser treatment demonstrated an initial reduction in pollution (down to 60% at 750–1000 rpm), but in the mid-
speed range (1000–1400 rpm), the effect was neutralized - the smoke level returned to its original value (80%), then 
dropped again at higher rpm. These fluctuations indicate the method's sensitivity to engine operating modes and the 
possible need for fine-tuning of the equipment for specific conditions. 

Based on the conducted analysis of the experimental results, it can be concluded that the electro-impulse 
method is the most efficient and stable method for reducing harmful emissions across all considered engine operating 
modes. It provides the greatest and most consistent reduction in indicators, especially at higher rpm. 

Thus, electro-impulse treatment can be recommended as a priority method for integration into diesel engine 
exhaust gas purification systems. 

Based on the conducted research, the design and technical specifications of the electro-impulse muffler were 
developed. The following recommendations were also made: 

 the electrode diameter should not exceed 0.27 m, and the optimal distance between them is 0.32 m; 
 to address issues such as electrode burn-out and discharge into the casing, it is recommended to replace the 

electrodes with automotive spark plugs and to manufacture the muffler casing from dielectric material; 
 to increase gas purification efficiency, it is recommended to install two to six spark plugs with electrodes at 

varying distances inside the muffler; 
 the optimal electrode spacing and frequency of electrical impulses were determined for different engine 

speeds: 
 750 rpm (78.5 rad/s) – 0.008 m, 23.04 Hz; 
 1280 rpm (130.9 rad/s) – 0.004 m, 20.42 Hz; 
 4500 rpm (471 rad/s) – 0.002 m, 46.57 Hz. 
The general layout of the proposed electro-impulse muffler, based on the data above, is shown in Figure 6. 

 

 Fig. 6 – Design scheme of the electro-impulse muffler 

 
The obtained results and recommendations require the development of a prototype of an electric pulse muffler 

and its installation on vehicles for testing in real conditions. 
Further development and serial production of electric pulse mufflers will require not only the refinement of 

their design, but also additional testing in real conditions. Also, the introduction of this technology in the transport 
industry requires a comprehensive assessment of its financial and environmental efficiency. 

The development of a methodology for calculating the economic efficiency of introducing electric pulse 
mufflers will allow an objective assessment of their competitiveness compared to traditional exhaust gas cleaning 
systems. This analysis includes a reduction in taxes paid for environmentally harmful emissions, a reduction in fuel 
consumption due to its complete combustion, as well as environmental benefits. 

Thus, for the further development and improvement of the production of electric pulse mufflers, not only 
engineering and technological aspects are needed, but also a comprehensive economic analysis proving the real 
commercial feasibility of their mass implementation. 

 

2. Results and discussion 

A methodology for calculating the efficiency of implementing an electric pulse muffler has been developed. 
The presented calculation methodology compared the emission rates of pollutants before and after installing the 
electric pulse. The possibility of installing them on 540.8 thousand trucks in Kazakhstan is being considered 
(according to data from the Bureau of National Statistics of Kazakhstan for 2023-2024). The calculation methodology 
is presented below: 

Emission mass before installation of the electric pulse muffler: 
 �� � �∙�∙��⋅z�⋅��,,,                                                                       (1) 

 �� � 10 ∙ 0,84 ∙ 0,5 ⋅ 2628 ⋅ 5408001000 � 5969134,08 



Material and Mechanical Engineering Technology, №3, 2025 

105 
 

 
wherе Q - fuel consumption per vehicle, l/h; 

  � - density of diesel fuel, kg/l (0.84 kg/l); 
  Db  - the level of gas smoke before installing an electric pulse muffler (0.5); 
  Тy - annual work of the car, hours; 
  N - Number of trucks (540800 units) 
 

Fuel consumption before installing an electric pulse muffler: 
 j � ~∙��,,                                                                                    (2) 

 j � 25 ∙ 40100 � 10 

 
where R - average fuel consumption per 100 km, l/100 km (25 l/100 km); 

 �- average vehicle speed, km/h (40 km/h). 
 

Annual operating time of the vehicle: 
 

                                                 Ty = Td ∙ Дw.y. ∙ Ku                                                                           (3) 
     

Ty = 8 ∙ 365 ∙ 0,9 = 2628 
 

where Тd - daily operating time of the vehicle, hours (8 hours); 
   Дw.y.  - number of working days per year (250-365 days); 
   Ku -  actual utilization factor (0.9). 
 
Emission mass after installation of an electric pulse muffler: 
 �o � �∙�∙Д�⋅z�⋅��,,,                                                                         (4) 

 �o � 10 ∙ 0,84 ∙ 0,29 ⋅ 2628 ⋅ 5408001000 � 3462097,76 

 
where �o - Pollution level after system installation (0.29 g/kg). 
 

Reduction of emissions after installation of an electric pulse muffler: 
 

ΔM = Mb – Ma                                                                                                            (5) 
  

ΔМ = 5969134,08 A 3462097,76 � 2507036,32 
 
 

Emissions fee before installing an electric pulse muffler: 
 

Pb = Mb ∙ Нtr ∙ K                                                                         (6) 
 

Pb = 5969134,08 ∙ 3538,80 ∙ 1,26 = 26615700319,7 
 
where Нtr - emission tax rate, tenge/t (109 MCI per 1 ton of the specified fuel - 3538.80 tenge); 

   К - total coefficient. 
 
Total coefficient: 

 
K = Ktf ∙ Kе ∙Kna                                                                          (7) 

 
where Кtf - coefficient for the type of fuel (diesel - 0.9); 

  Ке - coefficient up to the economic limit (1.2); 
  Кna - coefficient (1.1–1.5) depending on the presence of a specially protected natural area. 

 

К = 0,9 ∙ 1,2 ∙1,17 = 1,26 
 
Emissions Fee After Installing an Electric Pulse Muffler: 
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Pa = Ma ∙ Нtr ∙ K                                                                      (8) 
 

Pa = 3462097,76 * 3538,80*1,26 = 15 437 106 156,9 
 

Reduction of emission fees after installation of an electric pulse muffler: 
 

ΔP = Pb – Pa                                                                            (9) 
 

ΔP = 26615700319,7 – 15437106156,9 = 11 178 594 162,8 
 

Reducing environmental damage: 
 С2 � Э�М                                                                            (10) 

 
where Сd - economic losses from 1 ton of emissions (according to WHO and World Bank data). Economic damage 
from air pollution in Kazakhstan is 10 billion US dollars ≈ 5 trillion tenge; 

 М – the mass of pollutants emitted into the atmosphere. Every year, 10 million tons of pollutants are emitted 
into the atmosphere. 

 С2 � 5 000 000 000 00010 000 000 � 500 000 

 
 

Ed = ΔM ∙ Сd                                                                            (11) 
 

 
Reducing economic damage: 
 

Ed= 2 507 036,32 ∙ 500 000 = 1 253 518 160 000 
 

Fuel economy: 
 �l � � ∙ � ∙ z� ∙ � ∙ ����,,,                                                                         (12) 

 
 

Smoke reduction percentage ΔD: 
 ΔD � �� ���� ∙ 100%                                                                     (13) 

 
 Δ� � �0,5 A  0,29!0,5 ∙ 100% � 42% 

 
Fuel efficiency: 
 

Δ = ΔD ∙ К                                                                                 (14) 
 

where К – conversion factor ≈ 0.5–0.7 
 

Δ= 42% ∙ 0,6= 25,2% 
 �l � 10 ∙  25,2 ∙  2628 ∙  540 800 ∙  2601000 � 93 118 491 648 

 
Calculation of costs for implementation of the system: 

 
Cinteg=Pinst⋅N+Cser⋅N 

 
Cinteg = 80 000 ∙ 540 800 + 10 000 ∙ 540 800 = 48 672 000 000  

 
where Pins – cost of installing one muffler (80,000 tenge); 

   N - number of vehicles; 
   Cser – annual service cost (10,000 tenge). 
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Overall economic effect: 
 

Ee = ΔP + Эd+ Еf – Cinteg                                                                  (15) 
 

Эd = 11 178 594 162,8 + 1 253 518 160 000 + 93 118 491 648 – 48 672 000 = 
1,357,766,573,810.8 

 

Efficiency Ratio: 
 

K = Эe / Cinteg                                                                         (16) 
 

Кe= 1 357 766 573 810,8/48,672,000,000 = 27,9 
 
Relative reduction in emissions: 
 ¡� � ∆М¢�                                                                               (17) 

 ¡� � 2507036,325969134,08 � 0,42 

 

 
Efficiency and profitability of implementation from an environmental point of view: 
  ¡ � Э����£¤¥                                                                                 (18) 

 ¡ � 125351816000048672000000 � 25,75 

 
Fuel Economy Indicator: ¡L � ¦§��! ¦§��!¦§��!                                                                              (20) 

 ¡L � 17,66 A  17,1817,18 � 0,03 

 

Based on the calculations carried out, a graph of changes in the main indicators was drawn up, confirming the 
feasibility of introducing electric pulse mufflers (Figure 7). 

 

 
 

Fig.7. – Graph of changes in indicators before and after installation of an electric pulse muffler 

 
The developed methodology for the implementation of the electric pulse muffler demonstrated its high 

efficiency in all key indicators, both in the environmental and economic aspects. Calculations showed that the mass of 
pollutant emissions before the installation of the device was 5969134.08 kg, and after the implementation it decreased 
to 3462097.76 kg. Thus, it was possible to reduce the volume of emissions by 2507036.32 kg, which is equivalent to a 
decrease of 42%. This confirms the environmental performance of the proposed solution and its compliance with 
modern requirements for reducing the negative impact on the environment. At the same time, significant savings were 
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achieved due to the reduction of the emission fee: before the implementation of the muffler, the fee was 26.62 billion 
tenge per year, and after - 15.44 billion tenge, which made it possible to save 11.18 billion tenge annually. This is a 
weighty argument in favor of reducing the tax burden on transport enterprises. In addition, according to the World 
Bank and WHO, the economic damage from air pollution is 500,000 tenge per ton of emissions. Therefore, the 
prevented environmental damage is estimated at 1.25 trillion tenge per year, which is a significant contribution to 
environmental protection. 

In addition, a 42% reduction in exhaust smoke improved the completeness of fuel combustion, which made it 
possible to achieve fuel savings of 93.12 billion tenge per year. In total, this formed a total economic effect of 
1,357.77 billion tenge. With installation costs of 48.67 billion tenge, the implementation efficiency ratio was 27.9. 
This means that for every 1 tenge invested in the implementation of mufflers, there is almost 28 tenge of total benefit. 
This is an indicator of high economic efficiency, proving that the implementation proposal will bring significant 
returns. Additional evaluation factors also confirm the effectiveness of the technology implementation: the relative 
reduction in emissions was 42%, the environmental profitability was 25.75, and the fuel economy indicator for 
oxygen content was 3%. Each tenge invested in mufflers prevents environmental damage by 25.75 tenge. This 
indicates a high environmental effect and payback even without taking into account fuel savings and taxes. All this 
allows us to conclude that it is highly feasible to use an electric pulse muffler for modernizing the vehicle fleet and 
scaling the solution within the framework of the state environmental policy of the Republic of Kazakhstan. Due to the 
simplicity of the design and reliability of operation, the introduction of electric pulse mufflers into serial production of 
machine-building plants is promising, especially relevant in the period of limited resources and the transition to 
"green" technologies.При проектировании электроимпульсного глушителя важно учитывать стоимость 
материалов, чтобы обеспечить экономичность и доступность устройства. Ниже приведена приблизительная 
оценка материалов, необходимых для изготовления электроимпульсного глушителя на основе 
комплектующих для автомобиля ГАЗ-3302 Next с двигателем Evotech 2.7 Евро-5: 

 
Table 5. Estimated cost of materials required for manufacturing electric pulse mufflers 

Components Description Estimated price (tenge) 
Coil Original models 5000 – 8000 
Spark plugs Original models 7000 – 10000 
Insulation materials Ceramic or heat-resistant plastic insulators 3000 – 5000 
Switch housing Steel or aluminum housing 15 000 – 20 000 
Fasteners Clamps, brackets, rubber supports 3000 – 5000 
Electronic control unit Pulse generator, control electronics 10 000 – 15 000 
Wire and connecting elements High-voltage cables, switches 2000 – 4000 
Additional materials Coatings, sealants, anti-corrosion coatings 2000 – 3000 
All  70,000 

 
Catalytic converters cost an average of 500,000 tenge and are widely used, but are limited to partial 

neutralization. Electric vehicles, completely eliminating carbon emissions, are expensive (about 10 million tenge) and 
require infrastructure. Thus, based on the above, the introduction of electro-pulse mufflers is the optimal solution. 

 
Conclusion 

The conducted study confirmed the high efficiency of electric pulse mufflers for reducing harmful emissions 
and improving the environmental performance of diesel engines. It was found that the installation of the device 
provides a reduction in the mass of emissions by up to 42%, a reduction in the fee for emissions by 11.18 billion tenge 
and the prevention of environmental damage by more than 1.25 trillion tenge per year. Additionally, fuel savings are 
achieved by increasing the completeness of combustion. 

In addition, a comparison with the experimental results obtained on stands with ultrasonic and laser mufflers 
showed that the electric pulse version is a more energy-efficient, structurally simple and economically feasible 
solution. It can be adapted to the existing fleet of vehicles without significant design changes. 

Also, according to calculations, the efficiency coefficient was 27.9, which demonstrates a high level of 
profitability of the project. Localization of muffler production at machine-building enterprises of Kazakhstan will 
stimulate the development of industry, create new jobs and reduce import dependence. Thus, the developed 
technology has not only scientific and applied, but also strategic significance for the sustainable development of the 
country's transport sector. 
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Abstract. The article presents a comparative analysis of three controllers — FLC, PID, and LQR — for precise drone 
landing under external disturbances such as wind. The simulation was performed in MATLAB/SIMULINK with 3D 
animated models. The controllers were tested under identical initial conditions, evaluating landing accuracy and 
execution time. The results showed that the FLC demonstrated robustness to uncertainties (85.47% accuracy, 9.2 s), 
but required more computational resources. The PID controller provided 90.37% accuracy in 4.5 s, remaining simple 
and effective. The LQR achieved the best results — 98.98% accuracy in 4.5 s, demonstrating optimality and stability. 
The choice of controller depends on the conditions: FLC for complex uncertain situations, PID for simple tasks, and 
LQR for maximum accuracy and stability. The obtained data can be used in the development of drone control 
systems. 
 
Keywords: drone, quadcopter, fuzzy logic controller (FLC), PID Controller, linear-quadratic regulator (LQR), precise 
drone landing, external disturbances, MATLAB/SIMULINK, drone control. 
 
Introduction 

Unmanned Aerial Vehicles (UAVs), commonly referred to as drones, have become increasingly significant in 
various sectors such as agriculture, logistics, infrastructure monitoring, and emergency response [9]. Their ability to 
operate in environments that are hazardous or inaccessible to humans has made them essential tools for automation 
and real-time data collection [8]. In particular, the problem of autonomous landing has gained considerable attention, 
as it is a critical phase for ensuring the safety, endurance, and efficiency of UAV operations [11]. Precise landing is 
especially important for scenarios such as docking on charging stations, landing on moving platforms, or performing 
missions in urban and confined environments [13]. 

The task of autonomous landing poses several challenges. UAVs are often subjected to external disturbances such 
as wind, turbulence, and sudden payload variations, which may lead to instability or positional inaccuracy [4]. 
Moreover, conventional control strategies may not be sufficient when dealing with uncertainties, nonlinearities, and 
rapidly changing operating conditions. As a result, robust and adaptive control algorithms are needed to guarantee 
stable and accurate landings [10]. 

Among the most commonly applied methods, the Proportional-Integral-Derivative (PID) controller remains 
popular due to its simplicity and ease of implementation [10], [16]. However, its performance is limited under 
nonlinear and highly dynamic conditions. The Fuzzy Logic Controller (FLC) has been introduced to handle 
uncertainty and approximate reasoning, offering better adaptability compared to classical methods [1], [3]. On the 
other hand, the Linear Quadratic Regulator (LQR), derived from optimal control theory, provides mathematically 
grounded solutions that minimize control effort while maintaining system stability [11], [12]. Several studies have 
demonstrated the successful application of these controllers in UAV path tracking, altitude stabilization, and trajectory 
control [13], [14], yet their comparative performance in precision landing remains underexplored. 

Therefore, this study aims to fill this research gap by conducting a comparative analysis of FLC, PID, and LQR 
controllers for precise drone landing under external disturbances such as wind. Through simulation in 
MATLAB/Simulink, the effectiveness of each control method is evaluated in terms of accuracy and stability. The 
findings of this research are expected to contribute to the development of more reliable UAV landing systems, thereby 
enhancing their applicability in real-world missions. 
 
1. Methodology 

This section discusses the development of a drone control system using Fuzzy Logic Controller (FLC), 
Proportional-Integral-Derivative (PID) controller, and Linear-Quadratic Regulator (LQR). Each controller has unique 
features, advantages, and limitations, making them suitable for different scenarios. Mathematical models were 
developed in MATLAB/SIMULINK, considering the drone's motion dynamics and wind effects, to demonstrate and 
compare the effectiveness of each controller. The following subsections provide detailed approaches to designing and 
testing FLC, PID, and LQR under real-world conditions. 

For the development of the model in MATLAB/SIMULINK, identical initial conditions were set for all controllers: 
 X error — 2 m. 
 Y error — 1.5 m. 
 Z error — 5 m. 
 Rotation angle — 10°. 
 Wind speed — 2 m/s. 
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 Wind direction — 45°. 
 Drone weight — 2 kg. 

These parameters allow for a proper comparison of the controllers' effectiveness during drone landing, and they can 
be adjusted to analyze different scenarios. 

Fuzzy Logic Controller (FLC) 

In this subsection, we will develop fuzzy control algorithms for drone landing. 
The advantages of using a fuzzy logic system lie in the ability to apply intuitive data and expert knowledge about 

the controlled object, as well as in the absence of the need for an exact mathematical model [4]. 
For the development of the FLC, MATLAB with the FuzzyLogicDesigner library will be used [2], [15]. The 

Mamdani fuzzy logic system, one of the most popular models, has been chosen. In this system, rules are described in an 
"if-then" format, which allows for flexible consideration of parameters affecting landing [3]. For example, a rule could 
be: "If the drone's altitude is high (Z = HIGH), then the descent speed is low (Uz = DOWN_HIGH)." 
The system will use 6 input variables: errors along the X (Ex) and Y (Ey) axes, altitude errors (Z), yaw angle (θ), and 
wind parameters — wind speed (WindForce) and wind direction (WindDir). The output will consist of 4 control 
variables: along the X (Ux) and Y (Uy) axes, altitude (Uz), and rotation angle (Utheta). The system diagram is 
presented in Fig. 1. 

 
Fig. 1. - Fuzzy logic system diagram for drone landing control 

Next, for convenience and to simplify the rule base, we performed fuzzy logic grouping. Dividing the system into 
logical blocks (such as input and output variables, membership functions, and rules) allows for efficient management of 
individual components and enables changes to be made without the need to revise the entire control logic [3], [2]. 

As a result, the system was divided into three groups: 
Positioning errors (X, Y). 
Errors in altitude and angle. 
Compensation for wind influence. 

This approach allows for more flexible tuning of the control system and adapting it to different operating conditions. 
The grouped components of the system are shown in Fig. 2. 

 
Fig. 2. - Grouping of fuzzy control system components 

Positioning Errors (X, Y): The Fuzzy_XY FLC, shown in Figure 1, adjusts the drone’s position in the horizontal 
plane (X and Y axes) [5], minimizing deviations from the target coordinates. During landing, the drone may shift due 
to navigation errors, wind disturbances, or control characteristics. To ensure precise landing, the system analyzes the 
current position and generates corrective control actions to eliminate horizontal coordinate errors. 

Input Variables: 
 Error along the X-axis (Ex): Determines the drone’s left or right displacement relative to the landing point 

(range from -2 to 2 meters) [1]. 
 Error along the Y-axis (Ey): Similar to Ex but indicates forward or backward deviation. 

Output Variables: 



Material and Mechanical Engineering Technology, №3, 2025 

113 
 

 Control signals for the X-axis (Ux) and Y-axis (Uy): Normalized within the range [−1, 1]. The system 
generates corrective actions to return the drone to the designated point. Control along the X-axis 
compensates for deviations along X, while control along the Y-axis regulates movement along Y. 

Triangular Membership Functions (MFs): Defined as follows, following a similar approach as in [12]: 

«¬wq­gl+ � ® 1,A� A 10.5 ,0,    � ≤ A1.5A1.5 < � <  A1.0� ≥ A1.0  

 
(1) 

Similar functions are defined for other linguistic variables: SmallLeft, Zero, SmallRight, and BigRight. Detailed 
membership functions are shown in Fig. 3. 

 
Fig. 3. - Membership Functions for X(Ex), Y(Ey), X(Ux), and Y(Uy) 

A key stage is the creation of a rule base for correcting errors along the X and Y axes, establishing the relationship 
between input and output variables. 

For each group of variables, a rule base is developed to define the relationships between input and output variables. 
The centroid method is used for defuzzification [3]. 
 ² � ³w«w�²w³w«w  

 
(2) 

where μi - is the degree of membership of the output variable Ui in the given rule. 

 
Table 1. Rule base for correcting X and Y errors 

# Input (Ex) Input (Ey) Output (Ux) Output (Uy) 

1 BigLeft BigLeft BigRight BigRight 
2 BigLeft SmallLeft BigRight SmallRight 
3 BigLeft Zero BigRight Zero 

25 … … … … 

Errors in height (Z) and angle (Theta): The Fuzzy_Z_Theta block, shown in Figure 1, controls the drone's height 
and orientation during landing, ensuring smooth and safe descent. The drone adjusts its horizontal position, regulates 
the height to avoid hitting the surface, and, if necessary, corrects the yaw angle [6]. 

Input Variables: 
 Distance to the marker (Z): The drone's height (0–10 meters)  
 Yaw angle (Theta): The orientation angle relative to the landing pad (-30° to 30°) 

Output Variables: 
 Height control (Uz): The descent speed (-1 to 1) 
 Angle control (Utheta): Correction of the yaw angle for alignment. 

Membership functions (MF) for Z: 

«´µ~ � ® 1,7 A 23 ,0,    7 ≥ 52 ≤ 7 ≤ 57 < 2  

 
(3) 

 

Similar membership functions are defined for the linguistic variables LANDED, CLOSE, and MID. For the yaw 
angle, the membership functions are similar to those used for the positioning errors along the X and Y axes. 
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Table 2. Rule base for height and yaw angle 

# Input (Z) Input (Theta) Output (Uz) Output (Utheta) 

1 FAR -Large Down_High +Large 
2 MID Zero Down_Low +Large 
3 CLOSE +Small Zero -Small 

20 … … … … 

Wind Effect Compensation: The Fuzzy_Wind block, shown in Figure 1, compensates for the wind's effect on the 
drone during landing, minimizing its impact on the flight path. 

In this block, 28 rules were formulated to ensure effective control and decision-making based on fuzzy logic. 
These rules allow the system to account for various conditions and adapt to changes in the surrounding environment. 

Input Variables: 
 Wind Force (WindForce) directly affects the adjustment of yaw angles and control signals [7]. Value 

range: [0, 10] m/s.  
 Wind Direction (WindDir) this parameter describes the wind's direction relative to the drone's movement. 

It is measured in degrees (0° - 360°). The system accounts for eight primary directions. 

Output Variables: 
  (Ux, Uy, Uz) remain consistent with the functions from groups 1 and 2. 

The membership function equation is defined similarly to equations (1) and (2). 

 
Fig. 4. - Membership Functions of WindForce and WindDir 

Fig 6. Surface plot showing the relationship between WindForce, WindDir, and control signals. For example, with a 
strong wind (around 10 m/s) and a direction of 90 degrees, the control signal can reach a value of -0.5, indicating the 
need for a leftward adjustment. The graph demonstrates the operation of the fuzzy controller, considering wind strength 
and direction to generate control signals. 

 
Fig. 5. - Surface plot of wind effect (WindForce and WindDir) 

1) MATLAB/SIMULINK: As noted in [8], FLC is a complex system requiring significant computational 
resources due to the processing of multiple input parameters and logical rules. The dynamics of the drone's movement 
are described by mathematical models, including differential equations presented below: 

2)  )�)& �  *1� , )¶)& �  *·� , ))̧& �  *¹� 

 

 
(4) 

The control signals calculated by fuzzy controllers update the drone's coordinates; however, wind creates 
additional forces that require compensation. To address this, a separate controller adjusts the trajectory by calculating 
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the correction signals  ²1_euk, ²¹_euk, ²¹_eukbased on wind speed and direction, improving landing accuracy. The 
drone's movement is described by equations that account for both primary and correction signals, for example, for the 
X-axis: 

 ��»! �  ��» A 1! + ²1 + ²1_euk�¼½½ ∗ )& 
 
(5) 

 

where ��»! is the current coordinate, ²1 is the control signal, ²1_euk  is the correction signal, �¼½½ is the drone's mass, 
and )& is the time step. Similar equations are applied for the Y, Z axes, and the yaw angle. 

Based on these equations and initial conditions, a model was built, as shown in Fig. 9. 

 
Fig. 6. - Structure of the Fuzzy Controller for Drone Landing 

Fig. 6 shows three FLC blocks, each playing a key role in ensuring the drone's stability during landing, effectively 
compensating for the wind's influence. By considering the wind's strength and direction, as well as adjusting control 
signals along the X, Y, and Z axes, the drone maintains stability and landing accuracy even in challenging weather 
conditions. In each block, the rule bases from top to bottom are 25, 20, and 28. 

Proportional–Integral–Derivative (PID) 

The second stage of the work presents a drone control system model based on a PID controller, ensuring stable and 
accurate landing. In the presence of wind, the control becomes more complex due to the external forces impacting the 
trajectory. 

The PID controller, widely used in various systems [9], [16], was integrated into the quadcopter system for precise 
landing. A separate controller is used for each axis (X, Y, Z) and the yaw angle (θ), with carefully selected 
proportional (Kp), integral (Ki), and derivative (Kd) coefficients, ensuring stability and accuracy of control. 

 
Table 3. PID Controller Coefficients for Drone 

Axis Proportional Coefficient (Kp) Integral Coefficient (Ki) Derivative Coefficient (Kd) 
X-Axis 1.8 0.01 0.1 
Y-Axis 1.8 0.01 0.1 
Z-Axis 0.9 0.145 0.1 
Angle θ 1.0 0.01 0.1 

The PID controller coefficients are selected to minimize the error between the current drone position and the target 
point, ensuring stability and accuracy. Kp quickly responds to deviations, Ki compensates for errors, and Kd reduces 
oscillations, improving the smoothness of control. This approach is described in [10], [9]. 

The drone's motion equations for the X, Y, and Z axes and changes in yaw angle, considering inertia, are similar to 
equation (5). A larger moment of inertia complicates the change in angular velocity. 

The control input is calculated using the following equation: 
 ²1 �  �3_@ ∗ r� + �w_@ ∗  ( r�)& + �2_@ ∗ )r�)&  

 
(6) 

where �3_@ ∗ r� is the proportional component that responds to the current error, �w_@ ∗  ¿ r�)& is the integral 
component that accounts for the accumulated error over time, and �2_@ ∗  )r�/)&  is the derivative component that 
responds to the rate of change of the error. 

The control inputs are applied similarly for the Y, Z axes, and the yaw angle. Then, taking into account the initial 
conditions and coefficients, a PID controller is created in SIMULINK. The PID controller model for the X-axis is 
shown in Fig. 7. The same process is applied for the other axes and the yaw angle. 
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Fig. 7. - PID model in SIMULINK for the X-axis 

creates an additional effect on the drone's movement, which is decomposed into components along the X, Y, and Z 
axes, as well as the yaw angle, depending on the direction. 

 *Áwv2_@ �  *Áwv2 ∗ cos �ÂÁwv2!  
(7) 

where *Áwv2 is the total wind force, and cos �ÂÃÄÅC! is the wind direction in degrees. 

Linear–Quadratic Regulator (LQR) 

This section presents the algorithm for precise drone landing on a specified marker under windy conditions using a 
Linear-Quadratic Regulator (LQR). The mathematical foundations of the method are discussed, including the system's 
dynamic equations, the solution to the Riccati equation, and the consideration of external disturbances. 

The advantages of using LQR for drones lie in its ability to provide optimal control by minimizing deviations from 
the desired trajectory and accelerating system stabilization. This allows for high accuracy and efficiency in controlling 
the drone's movement, particularly in dynamic and changing conditions [4], [14]. 

The mathematical model equations are essential for analyzing the optimal control system, as these equations will 
later represent the system's performance [11]. 

The quadcopter model is described by a system of differential equations, with the drone's movement along the X, Y, 
and Z axes, as well as the yaw angle, defined by the state equations [11], [12]: 

 � Æ �  Ç_� +  È_É  
(8) 

where x is the state vector of the system, А is the system matrix describing the dynamics of the drone, and B is the 
control matrix. 

The matrix Ç describes the change in the system's state (position and velocity) without considering control inputs. 
The motion along each axis is given as follows [13]: 

 Ê�ÆËÆ Ì �  Ê0 10 0Ì Ê�ËÌ  
(9) 

 

The first row of matrix A shows that velocity v is the derivative of position x. The second row describes acceleration 
a as the derivative of velocity v, which is zero in the absence of external forces. 

Matrix B defines the influence of the control input u (applied force) on the state changes of the drone: 

 Ê�ÆËÆ Ì �  Í 01/'Î  É 
 
(10) 

 

The control input u affects only the acceleration, as per Newton's second law: F=ma, from which a = F/m. 
LQR minimizes the quadratic cost function: 
 Ï �  ( �Ð

, �zj1 +  ÉzmÑ!)& 
 
(11) 

where Q is the state weight matrix, determining the priorities for control accuracy, and R is the control effort penalty 
matrix (R=1). j � Ê800 00 800Ì  

(12) 
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In this case, the state weight matrix Q minimizes state deviations (e.g., position and velocity), while R penalizes 
excessive control effort. A higher value in Q prioritizes minimizing state error, and a value of 1 in R indicates the 
importance of control effort in the optimization. 

The solution to the Riccati equation [13]: 

 Çzd + dÇ A dÈm �Èzd + j � 0  
(13) 

The matrix P obtained from the solution is used to compute the feedback gain matrix: 

 � � m �Èzd  
(14) 

This approach optimizes control by minimizing the cost function J, as confirmed by MATLAB/Simulink 
simulations. Fig. 8 shows the X-axis model, with similar models for the other axes and yaw angle. Input data includes 
initial conditions, parameters, and wind effects per equation (6). 

 

Fig. 8. - LQR Model in SIMULINK for the X-axis 

2. Results and discussion 

This section of the study presents the results of a drone landing simulation on a target point with coordinates (X=0, 
Y=0, Z=0) using three different types of controllers: Fuzzy, LQR (Linear-Quadratic Regulator), and PID (Proportional-
Integral-Derivative). The results, shown in Fig. 9, demonstrate that all controllers effectively compensate for external 
factors such as wind, ensuring stable drone control. 

 

Fig. 9. - Simulation Results of FLC, LQR, and PID Controllers 
 

Table 4. Accuracy and Landing Time Results 

# Accuracy % Landing t 

FLC 85.41% 9.20 seconds 
LQR 98.86 4.50 seconds 
PID 90.37% 4.50 seconds 

 ÇÒÒÉÓ¼ÒÔ�»! � Õ1 A  ÒÉÓÓrt&_rÓ»t»&»¼Ö_rÓ × ∗ 100% 
 
(15) 

 

The landing time is defined as the moment when the drone's altitude reaches the target altitude: 

 Ø¼t)»tÙzwÚg �  & yℎrt ¸�&! ≤  ¸+okqg+  
(16) 

The FLC controller ensures a smooth position decrease with minor oscillations. The landing accuracy increases to 
85.41%, while the landing time of 9.20 seconds is the longest among the three controllers, due to its adaptive nature 
adjusting control signals based on conditions. 
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The LQR controller offers the best performance in accuracy and landing time. With a landing accuracy of 98.86% 
and a landing time of 4.50 seconds, it ensures a fast, precise descent, making it the most efficient for this task. 
The PID controller ensures a faster, more stable descent, with landing accuracy reaching 90.37%. The landing time is 
4.50 seconds, significantly less than the Fuzzy controllers. 
 

 

 

Fig.10. - 3D Animation of the Drone Landing Process Using FLC, LQR, and PID Controllers 

 

Conclusion 

The study presents a comparative analysis of three controllers—Fuzzy Logic Controller (FLC), Proportional–
Integral–Derivative (PID), and Linear–Quadratic Regulator (LQR)—for precise drone landing in the presence of 
external disturbances, such as wind. Simulation in MATLAB/SIMULINK with 3D visualization allowed for the 
evaluation of landing accuracy and time under identical initial conditions. 

The FLC demonstrated high adaptability to uncertainties and external disturbances, such as wind, and performs well 
with nonlinear systems and imprecise data, making it suitable for complex conditions. However, it lags behind other 
controllers in terms of accuracy and landing time, and its computational complexity may limit its use in real-world 
applications. 

The PID controller provided balanced performance, improving landing time and accuracy compared to FLC. Its 
simplicity and efficiency make it a reliable choice for tasks where computational efficiency and ease of implementation 
are important. However, in conditions of high dynamics or uncertainty, the PID may struggle due to its fixed tuning 
parameters. 

The LQR outperformed both FLC and PID in landing accuracy, achieving nearly perfect precision. Its optimal 
control strategy, with minimal oscillations and fast convergence to the target point, makes it the most effective for tasks 
requiring high landing accuracy. However, its implementation requires an accurate system model and may be more 
challenging to tune. 

Directions for Future Research: 
 The research into combining FLC, PID, and LQR. could lead to the development of more robust and 

accurate controllers; 
 Testing controllers in real-world conditions on physical drones; 
 Enhancing disturbance rejection to improve controller performance in the presence of complex 

external factors. 
In conclusion, the choice of controller for drone landing depends on the specific task requirements, including 

the desired level of accuracy, the complexity of the environment, and available computational resources. The results 
of this study provide a solid foundation for selecting and optimizing controllers for various drone applications, 
ensuring safe and accurate landings even in challenging conditions. 
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