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Technical Practice of Lubricating Fluorocarbonated Coating With Maximal Thickness S0pm
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[ABSTRACT] About the acroengine fuel control sys-
tem parts coated with lubricating fluorocarbonated of maxi-
mal thickness 50um. The technical practice is introduced on
using background, coating performance, processing methods,
coating technical patrameters, pre-processing, spraying opera-
tion, add-processing, coating quality and so on.
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Fig.1 Coating space too near
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Fig.3 Intersection of spraying area
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Fig.4 Effect of cutting speed on residual stress of machined
surface
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Fig.5 Effect of cutting speed on maximum residual stress of
machined surface
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Fig.6 Effect of cutting speed on internal maximum compressive
residual stress
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