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Table 1. Comparison between low velocity and high velocity thermal spraying.
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Fig. 1. Development of thermal sprayed particle velo-
city.
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Fig. 2. Schematic diagram of plasma spraying torch.
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2.3. High Energy Plasma Spraying Methods
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Fig. 3. Schematic diagram of JP-5000 gun.
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Fig. 5. Thermal spraying feed stock materials.[6]
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Fig. 6. Scanning electron micrographs of different
powders, (a) fused & crushed yttrium stabilized
zirconia(YSZ), (b) spray-dried YSZ, (¢) plasma fused
YSZ, (d) gas atomized NiAl, (¢) water atomized NiAl,
() 5 wt. % clad onto Ni, (g) 80 wt. % Ni clad onto Al,
(h) agglomerated material [6].
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Fig. 7. Cross-sections of coatings produced by various
methods.
a) Ni-Cr-Ti arc sprayed coating, b) Cr.C-NiCr
plasma sprayed coating,
¢) Cr,C.,-NiCr D-gun coating, d) WC-Co HVOF
coating.
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