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Table. Chemical compositions of powders made by ball milling method (wt24)

I'e Cr P C
composition 7 11 10 2
powder size 106 ~ 105¢m 36/mo] 8t 36/mol 3t 36ym°} 5
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(a) b

Fig.1 Microstructures of rapid solidified coatings (a) surface, (b) cross section
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Fig.2 XRD patterns of powders (a) after
thermal spray, (b) before thermal spray.

OFe
@ FeCr,0,

o o 1s)

1 3 I n 1 I

50 80
20 (deg.)

Fig.3 XRD patterns of 1S, 1C coafings.
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Fig.4 XRD patterns of 25, 2C coatings.

Substrate Used powders

SS | SUS 304 stainless steel
SC Cu stainless steel
1S} SUS 3 ball milling
1C Cu ball milling

2S | SUS 3 ball milling(re-spray)

2C Cu ball milling(re-spray)

Table. Different type of samples
depending on substrates, spray type
and powders.

Hardness (Hv, 100g)

Ss sC 1S 1Cc 28 2C

Fig.5 Hardness of each coatings.

Specific wear (x10° mm’/N)

Fig.6 Specific wear of each coatings.
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