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Abstract

316L and 420 Stainless steels were deposited onto AZS1D commercial magnesium alloy by
plasma spray process with various gas flow raie of H, secondary gas. And hardness as well
as wear track volume, coefficient of friction also had been measured. Wear and hardness
were measured by using reciprocal configuration tribometer and microhardness tester, respe-
ctively, Also, the microstructure of the coatings surface and cross sectional area of coating/
substraie interface had been analyzed with Scanning Flectron Microscope (SEM) and Cptical
microseope (OM) . Finally, optimal process parameters for the improvement of coating efficie-

ney such as mechanical property and wear behavior were examined.
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Pre-"Traatment

- {irit blasting (80mesh alumina)
~ Pre heat-treatment (Hpass)

Thermal Spraying
- Flow rate - Spray distance

- (Gus flow rate - Feed raie

- Thicknoess

Characierization
- Woar test =~ Wear volunme
- Hardness - Coefficient of frietior

- Obhservation of wear track (SEM, OM}
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