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The influence of spraying conditions to the coating layer properties
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Abstract

This study was performed to investigate the influence of spraying condition to the coating layer
properties of Fe-Cr-Ni-Mo-Si-B alloy using the HVOF. The investigations, such as thickness measu-
rement, surface roughness, hardness, friction coefficient, resistance of corrosion were carried out.
Matrix is prepared by gritting and coating layer is made of Fe-Cr-Ni-Mo-Si-B alloy powder using
HVOF. Alumina gritting layers are superior to steel gritting layers. The less spaying distance, the more
coating layer properties confirmed. The optimum spraying condition, in this study, was proved as 13
inch spraying distance with feed rate 350rpm (78g/min) .
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Fig. 1. particle size distribution of spray powder

Tadle 1. Physical properties of spray powder

Apparent Specilic surface {Flow rate
density (g/cof) area (ni/g) (sec.)
Powder G| 4.62246 4.560x10"° 18.636
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Fig. 2 SEM micrograph of spray powder
(a) Shape of powder C, (o) Micro structure of
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Fig. 4 Shape of the coating layer according to coating condtions
(a) Spary distance 14inch, flow speed 250rpm (57¢/min.)
(b) Spary distance 14inch, flow speed 350rpm (78g/min.)
(c) Spary distance 15inch, flow speed 350rpm (78g,/min.)
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Fig. 8 Vickers hardness variation according to
coating conditions
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Fig. 9 Friction coefficient (a) and wear volume (b) variations according to coating conditions
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