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Effect of Variables on AISI 4130 and ATJ Graphite Materials
Using Plasma Arc Spray Process
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Table 1. High and low levels chosen about working point

High level [Working point |Low level |Range(x% )
Variables
I I M} 1 Imjm I| I M} If I} m
Current , A 550|550|550|500 (500 |500 |450|450|450| 10| 10{ 10
Travel speed, mm/min 880|880|880{800 |800 (800 |720]|720|720| 10| 10| 10
Powder feed, kg/hr 3.0/8.0/4.012.7 {7.3 {3.6 |2.416.6(3.2] 10| 10| 10
Distance , mm 69(115{127] 60 |100 (110 | 51| 85| 94| 15| 15| 15
Preheat temper., °“C |218{120|230/190 1105 |200 |162| 90(170| 15| 14| 15
- Note
Set] : Powder — Z 02 , Substrate — AISI 4130 steel sheet
Setll : Powder — W , Substrate — AISI 4130 steel sheet(1la)
ATJ Graphite (IIg)
Setlll : Powder — Ta , Substrate — ATJ Graphite
Table 2. Coating thickness and hardness test results
Set 1 Setlla Set MI+1lig
Trial
No. |Thickness|Hardness |Thickness|Hardness |Thickness|Hardness
(mm) (Scale:A)| (mm) (Scale:A)| (mm) (Scale:B)
1 0.13 43.30 0.11 44,54 0.04 21.18
2 0.48 63.16 0.15 49. 42 0.07 20.72
3 0.14 44.80 0.16 47.06 0.03 20. 64
4 0.13 45.92 0.09 50. 40 0.06 20. 88
5 0.42 60. 46 0.14 45.16 0.08 21.36
6 0.16 45,84 0.15 50. 24 0.08 20.42
7 0.15 46.08 0.13 47.60 0.11 21.46
8 0.14 45.00 0.12 48. 42 0.08 20.18
9 0.52 60. 82 0.15 45.14 0.08 19.70
10 0.11 43.78 0.09 49.76 0.08 20.94
11 0.12 47.04 0.10 45,08 0.07 21.04
12 0.28 42.44 0.12 44. 80 0.10 19.78
13 0.16 45.04 0.13 49.20 0.09 20. 46
14 0.33 64.62 0.11 47. 40 0.07 20. 38
15 0.12 41.76 0.11 44.86 0.09 20. 60
16 0.16 48.78 0.09 50. 26 0.08 21.34




Table 3. Variable effects for coating thickness

Set 1 Setlla Set IlI+IIn
Effect
Magnitude |Rank|Magnitude |Rank|Magnitude {Rank
Ev 0.01 15 -0.11 4 0.03 9
Eo -1.07 2 -0.11 4 0.03 9
E3 -0.27 6 0.01 12 0.15 1
Es4 0.05 13 -0.15 3 0.11 4
Es -1.31 1 -0.17 2 0.01 13
Ei2 0.33 5 -0.05 6 0.01 13
E1a -0.15 9 0.03 10 -0.15 1
E14 -0.11 10 -0.05 6 -0.03 9
Eis -0.03 14 0.01 12 -0.05 6
E23 0.07 12 -0.05 6 0.05 6
Ez4 0.19 8 -0.01 12 0.01 13
Ezs 1.06 3 -0.03 10 0.03 9
Eaq -0.25 7 -0.05 6 -0.15 1
Eas 0.55 4 0.21 1 0.07 5
Eas -0.09 11 0.01 12 -0.05 6

Table 4. Variable effects for hardness

Set I Setlla Set HI+Ilg
Effect
Magnitude |Rank|Magnitude |Rank|Magnitude |Rank
Ex 10.24 5 22.06 1 -1.80 7
Ez -65.20 2 -2.38 13 0.76 14
Ea3 6.32 7 6.94 6 1.32 9
E4 -0.28 15 -6.34 9 -2.60 4
Es -57.28 3 14.82 2 4.36 1
Ei2 -5.32 9 -3.50 11 -1.32 9
Eis 11.56 4 -3.06 12 -1.32 9
E14 -0.32 14 -6.18 10 3.08 2
Eis -4.52 11 6.42 8 0.68 15
Eoa -3.48 12 0.66 15 1.16 13
E24 -3.28 13 | -10.62 3 1.80 7
Ezs 84,92 1 1.58 14 2.68 3
Eaq 5.92 8 6.94 6 1.32 9
Eas 5.08 10 8.10 5 -2.04 6
Eas 7.28 6 9.38 4 2.28 5




