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Process Analysis of 300M Steel WC Coatings by High Velocity Oxygen Fuel Thermal Spraying
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[ABSTRACT]

velocity oxygen fuel thermal spraying is introduced. After

The principle and process of high

cleaning spray gun, anchoring strength and transition re-
gion of WC coatings are analyzed. The results show that
the repair rate is reduced, and the quality of WC coatings
is improved.
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Fig.1 Macrograph of sprayed sample
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Fig.2 Bent sample
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Fig.3 Loaded sample
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Fig.4 Shielding tooling of cylinder parts
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Fig.5 Shielding tooling of cylinder parts with keyway
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Fig.6 Metallurgical diagram of coating under different
accumulated using time
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