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B Sl e N

1 FERESEHEHE

AFRHHLE T AR R AR TR L BB T8 R R AR R X A 3 AR
AARHEIE T R0 5 L

2 &
2.1 #MifR thermal spraying

2.2
2.3
2.4
2.5
2.6
2.7

2- 8

2.9

2.10
2.1
2.12
2.13

2-14

B BES & 8 SR & B A EHA L B E sk Ak, 3 U — B BN B AR T L R R B

%

IR FL AR thermal spraying technique

N R K-8 ) =X Kb NPT . D - S | ) - T B iR i

K% flame spraying

R AR SR S BT ERIR & /5 5 K A R IR R BB TR T %

ZE Mt KAGBRYE  wire flame spraying ; wire metallizing

WS 3 AR O 2K (2285 ) B KA W IR T ik

P B K JEWEYR  ceramic rod flame spraying

S IR kL 3R B R B KW IR T .

¥ K KIGWE Y  powder flame spraying

BB A R KIERIR k.

O R K IEWEYR  hypersonic flame spraying

PRIGE K J6 O T B ok B 3 A A R KA W TR T s

9L /& arc spraying;electric arc spraying

?’Jﬁ PR TE BB B o B ) TR E R 22 2 [R) 7= e g ' I TR ﬂﬂﬁ“ﬁ’g‘ﬁh{ﬁﬁ YE W22,
S EF MBS 2 A BB B =R R IR 7.

1EEL%§'}[U%‘Z,% low pressure arc spraying

P T e SR M0 AR BE T H B 72

LZE WY  plasma spraying

PR A 7 25 B T (578 T 00D S A P 7 B

SEEFHE THYR gas plasma praying

FHAEFEHRBREEFS TIRNER TR TIE.

WIREE FMIE liguid plasma spraying

KHBRGEFEFRESFETFIRNFETRE T

7](%,%%%‘?“%2% water plasma spraying

KHAKPFEHRBESFE FIRHEFEEFBIERATE.

MREEEFHGEETHEEFBE) low pressure plasma spraying;vacuum plasma spraying

hig AR FEFIEHNHE FTIE1991-06-11#4 - 1992-07-013€5
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2-15

2.16 &

2- 1/

2-18

2-19
2-20
. 2- 21
2. 22
2-23
2- 24
2- 29
2- 26
2. 21

2-28

3

3.2
3.3
3.4

3.5

JB/T 5070—91

ERERBEZENHFITHSEE FBIE.
EMEE FiiE  high freguency induction plasma spraying
A e S T O R B OB TR

=SS YE  high freguency induction spraying

F H & 3037 7 2 8 22 B 7= A2 R v T A RRIR A R 1L, B s 4 U e FE W i 2l 2k |, 0

R 2 B B IR T .
BYEWRRYE detonation flame praying

FH RSB FAR

1R S VIR KEAE R TR B R IR T 35

ZtEMA YR wire explosion spraying

) FH B T HE TR B R Y I

—}-
1]

e, I {5 & J 2R AT L B A0 R K L AROR

U = AT IR T Ik
TEBMWY  metal spraying
B3 TR AR R & B B BB R

Uiy

hardfacing ,spraying welding

TE PRI I oo 7 71 [R] i X B4Rk, (i ¥R BRI R S, E AUE BB & .
KIGWELE  flame spray welding

P SRR BE K8 0 PR R B8 7 5
EEFRIBEMAFE FINNEIE) plasma transferred arc
MAEBEIEE IO EEZERFER R T .

HJE fusion
B IR X OB IR IR B n#vaE ey L2

kg EE flame fusion
F SRR K AGER TR A 1,

YA R

inducting fusion

K FH MY IR (S8 R J= B Y 7 5

PN EL5  fusion in furnace

TE RGP R R B I
Ot E A

laser fusion

SRRSO DA B 2R B T 2

T R E S
KR HETHRINMEREE

2B

3.1 RWEIRIR )=
F R 7 A R AR T ] S B =

H A%

KR

1H Z
eyl
+ []

AL
=

—

i,

JZ~

electron ray fusion

L Y T

thermal spraying coating,thermal spraying deposit

=, R RBER 2 BUR )R

substrate

FE St FT AT BB 08 U T2 1 M PR S A

undercoat

AT HERRESERE SHERRHEHE, HOBEERRRERE. XHAEKRER

surface coating

‘:
l_.é'\

;xiﬁkﬁfﬁ%%*&tﬂ:%%f&‘]“ﬁ%%n

interlayer,inter coating

T ESIKEZERBIRE.

e A R E- 1L
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3.6
3.7
3. 8
3.9
3.10
3.1
3. 12
3.13
3.14
3.15
3.16
3.17
3.18
3.19
3. 20
3. 21
3. 22
3. 23

3. 24

3-23

3. 26
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FJBIF]E metallic coating

REMR N EEEIBIRE .

B Zlg = ceramic coating

BT B R

MRLIEE plastics coating

RERME BRI Z

¥ S )E composite coating

P B LA AN [R] B4 8 BT R I B R )=
Brig g2 graduated coating
Egﬁﬁﬁ?y?%ﬁﬁ%ﬁﬁ%ﬁﬁfi‘ﬁ%ik%ﬁ'&ﬁ%%
HAi4 2  self-bonding coating

BRG] 2 HIBIER =
IR DRI E  as-sprayed coating

RFAT G PR B XRIRGE TR E .

W48 %= hardfacing coating,spray welding coating

AR ERAEERSHESE.

SF1F¥E)= preventive coating,protective coating

YRR REE R RIPERHBIRE, MFRERPREZE.

i IFE strengthened coating

WA B RBARE TR E . R 2R . WEBRE . WEBMRES.
EEIRE  function coating

fEEEM R R I I FIIEIE A RIGRE ., WEEBRE  EZRZE.FHEHERES.
FH % & anodic coating

HRBEAN TEEER I ERRRE.

FHRk % E cathodic coating

AR L LT T RR R M IERY SR BIRZ

MMk & corrosion-resistant coating

e @2 TR IEEE JTRIMIIR =

EAMAEFE oxidation-resistant coating

& m =R PLEACRE TR IR Z

M BEVR 2  wear-resistant coating

& 1= 8 A4 e B 451 RE 1 I BT IR =

S YR = abrasive corrosion-resistant coating

& 15 2 A4 i BB ThAE ST I TR 2

I HBEE  self-lubricating coating

SREHEEATAREE.

A[EFEE % E abradable sealing coating

TEAR XY 32 30 7 SR UE U HE R PE R B P , 78 B & 14 3R T W IR — 2 BB 6802 3h 14 2% T B M, DA TT i 3
BRI R, AT R

MM#E  heat-resistant coating

HA N RAEHBBIRZ .

MfEWRE  thermal barrier coating,thermal insulation coating

RARRAEHBBER .

—
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.21 #%3%)= insulation coating
RABRBZIEROBIRE,
. 3.28 B HI®BE conductance coating;conductible coating
BRESFHEAEBIRERE.
3.29 E#kixgE shielding coating
HA ek B EAE I BEIR 2 .
3-30 fALI®RE catalysis coating
REXT AL I b R AL AE R IR =
3.31 #3EHTIR)E  heat radiation coating
BEABE SRR RIRE.
3.32 BE&%&E)E pseudo-alloy coating
H PR EC R A L E ARG B B & S AR IR A I BEIR E
3.33 #tzE adhesion
WS IR 2 I EAR R A Z A4S 5
3.3 #HL#Wis S mechanical bond
S % 2 AR A0 B A 2R T, DASSURE A AL AR I BTE  A RS 45
3.35 M zE4S  physical bond
FEMERUTEEENERNE G .

3.36 &4 G metallurgical bond

CRIEEMERERZEFENEERNPIEST .
3.37 4 & )1 bonding force
IR = B R G0 T .
.38 Z&SvmE bond stregth
BAEAR LSS .
3. 39 @EEEJE coating strength
BIREH WS G IR
340 %FEMEFE  coating hardness
RER KRR
3.4 IFE®E coating density
BT = AR TR B E
3.42 w®IZFLBEFE coating porosity
“ﬁ@%*ﬂﬁ%@?ﬂ—'ﬁ%%ﬂ%fﬂzwu
3.43 BE DM coating micro structure
W3R = 4 ’F’J*E’ﬂﬂﬁﬁl%mo
3.44 EFEEIMNRZG ¥ coating laminal structure
R Z B PRI R RARS
3.45 EJEM ] coating stress
BRI R IERE RN TE BB R T .

4 TZ

4.1 FEETi4IE surface preparation
T4 R X AR W R AL R A BT AL AL F LR BB f E A B E Y R R ST THY L
VE , PR3 H il 4
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4.2 ¥t cleaning

GBUR= Ry AL e o i [ - T P e B T B Pl O BB
4.3 H#4k roughening

BRI IR RPN —E R HEER LT,
4.4 ®WHFE fuse-bond |

A &% H AR O PR 5 2 CFR 53— 7 A A o, 5 40 T b B AR A R 65 0 28 o T 2 AT AL A A

MW Ik '
4.5 FEWEIMH A rough threading

F 2 T3 00 1 S R, 1o L SR T RLURE RY 71
4.6 R rotary roughening

FHERTE T3 L MRS R W69 7 %
4.7 TVl undercutting

il AT ARt e 2 4 28 T U7 W 3 90 9 ROT
4.8 WMi#> blasting,grit blasting .

L 4 P S 0 785 2R B i 0 FE R WA S A T 8 2 A AL A B 7 5.
4.9 MWERPPE®Y blasting distance

BRI R S EARIEDAZ BRI EXRER.
4.10 Wb MAE blasting jet angle

D AG ) W B R 2k S R AR A
4.11 Wi¥R spray,spraying

FE DRI 3% i) 7 ok 1) BE AR B4 4L L e 4 1 B AR AL ORI A9 T A2
4.12 Wk IE® spray distance

15 W VB IR ot T VY R R 7 Tl B AR M K R T E PR
4.13 WIIRMAE spray angle

WAL S AR R E R JE A
4.14 W INHEE spray gun speed

B B [B] PN AR AT T Y B AR
4.15 WE&RINJF spraying sequence

T ¢ AN [5) O )2 W I
4. 16 “ﬁ?ﬁﬁ% Sspray rate
B {37 B[] P IS AR et L8 O TR E AT RS TR &
4. 17 ULFREZX deposition rate

R IVA: IR RIS 7 =i 0 g
4.18 UIFRELE deposition efficiency

TMAREREMRERZL. FHBETEENR.
4.19 MEHEFREE nozzle accumulation

W ¥R AR 7E T WS Y N ZE T, BUTE M M ) AR R HERR,
4.20 PR fuel gases

KAGWEIR P H TR E R,
4.21 BI¥RSR combustion supporting gas

Z5RTREEH .
4.22 RBEHE  cone .

K KGR R WIS /L& ] R G R B I R
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4.23 %4t atomization,pulverization
4.24 K2ZZHEFE wire feed speed
WS U B BE 8 Ze A B, BT B RS HERS AR T KR
4.25 EB¥EZE powder feed rate
WS O B4R N 3 R BT, BLSL A 8] P2 N A B 8 K 1 Tl i
4.26 % BEFA plasma gas '
A BB T L R T
4.2/ F primary gas
b s B WG TP RLSE B TR EE SR
4.28 %S, secondary gas
s B WA T BLSE R T B IR E Y B R B U
4.29 1X¥3= carrier gas,powder carrier gas
B 125 1 R B B
4. 30 RF"% shielding gas
A0V B b7 1R RS B RT3 H AR 7 AR, AR Bl <
4.31 FRRESM stabilizing gas
FEF BT B A, 8 B 50 A AR R » 35U 7 T 3 LY U
4.32 ZFEBE-FHIIi plasma jet,plasma stream,plasma flame
M 58 B WS 5T L P 1 T e R SR R A TR
4.33 Em slick up
HEHES 2 EREESEPFBERTHITHA,
4.34 54  post treatment |
S ¥R ST e JE  RTIR B AT AL E R TAE.
4.35 BEFHFL coating sealing
RKEFBABREARPEESANRE R,
KL
5.1 Wb s BERl  abrasive
{56 FEAR SR T A AL AN w4 B (8 R R e o,
h.2 HEEHZ  cord
H R e R B 5 S8 R R 247
.3 ®E % wire clad
H—MERR S —MERZEERRE.
5.4 PFZEME ceramic rod
R Bg BRI R IR 4550 )5 » BY IR LAY , 2258 45 il iR R A B TR A1 B
.5 ¥ fines
— R R /DT 44pm (325 HOWIBHIR B K .
h.6 BA¥r superfines
/S IR AR K B B8 /DT Spm,
.7 S4&¥ K alloyed powder
WM L TRE s e EEH K.
5.8 B S5¥3K composite powder
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W R B R A B AR F AR S —Opr AR B oK. FEEA AR RERE,
1.9 BEMA mixed powder
B E R LL_E IR R, EVLARIR &5 T A #1 K
5.10 BEBHE&EHAEK seli-tluxing alloy powder
&H B M E)S TEENPER, S E S, 52 5 BEARA .. E& BRI R 41
_ 1SRN &2 K. '
5.11 EAL¥3>K atomized powder
P 5 AL R A 7 R R R
5.12 BE¥ K powder clad
H— PR R 5 — Rl KSR B R R K K .
5.13 RE¥FK agglomerated powder
MRS ?‘J%WW"EWWHJ:E@%X?F&%%”@?W}@EEE’]EA%?E
5. 14 B85 K sinter powder
A o ol R A A R TR B 485 6 45 AR B T A 0 o oK
.15 ;/f ﬁ B@% ceramet ,cermet,ceramal
B % A& JB WIVLBR & 4
5. 16 H L2588l self-boning material
B LRGSR ERESEGEmM A R HFE BB E M KIS 4 SR BIR AR, U
HREEESTTHE.
5.17 W E S ¥ exothermic material _
R PUR e ol YR o) & D ANA: S F AR R
5.18 %’ﬁiﬁn WX ¥}  dispersion strengthened coating material
EH/ AT B SR S 3E 88 R ORI A o B AR IR, zsﬁﬂ
5.19 BHEABEBEME  sell-lubrication coating material
& B AR E A IR E R
5.20 WwIZE fL5Ml seal coat
H YL AR 3 HI R TR E LB a4 K
H.21 FrkhE3]  anti-bonding agent
AT B sk s T R RS A 0 b R uﬁﬂﬂ”m%ﬂﬁ@mﬁm?ﬁ@m#ﬁi&

6 Xx&

6.1 T AF#¥HiZy workpiece cooler

TERE o R, R By 1k W B A A T B, {8 R B A X IR B A AR AT HI R B, AR BY
6.2 MIFIEA thermal spraying gun

DRI Y b1 L, BEWT T I AL L 2RI A B AU T BT B B, TR AR
6.3 BAEIEKE gun extension

A W T AR, BT W TR 9 Lk 52 PR ) X 3 3R
6.4 8% torch

KGR BRERZR
6.5 #HlH GFE.E) control console
6.6 XFrESF powder feeder
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6.7 ZMEIEEE wire feeder device
BIISR IR M IR E .
6.8 PMFMRALIK machine tool for thermal spraying

NABIRBRAE R VI SNER T VLB E
6.9 BEEZFE  acoustical room
FH B 5 B9 A1 B P W8 U 1 4% » B Bt s A o 1 3 B I 48 Bt F6 » LA By 1 B v s (I LT B
18 £ AR B e M 7 1 1 R A S FEL S
b.10 A E  exhaust booth
F T HEBR LA X 38 P9 0 M 35 L <O B A ok 42 5 RF DA X 33~ 6 B o) AL A XL L
6. 11 HRARI"E eye protection
TERBURBRER, &80 L& T EE i HE R R IPIR IS, B Lk RSP ZL M2k 19 RS
.12 T E hand shield
TER W PR R AERT, F TR RS R A ER s PR e B .
6. 13 k7% helmet
BRI ER BF IS R0 30 SR 4 AN 52 B I I S AR T A L K IR A H B R F W BRI Ry 505 1T I T AR
HEL LSRR,
6 14 K455 M= compressed air mask
AR BREAEFHEE N, REBEARHBREZRATHES S, LLa R BiR R EE R A ar

73 A

2o
6.15 1%$7JE protective barriers
F A0 a8 85 X X IR , B Ik iR S B h A NE FE E N AR E R,
6. 16 PR3P A protective clothing
H B E 8B AE TAER, B 8 2B 1k 8 Sh 38 5 2R i AT R 48 A

P s B -

A Fr HE B PR T DL DA RHMR PR S AT R i R IH D
- ARARHE T BT BRI FEET RSTIR B

ARE EEERE ANLA4ES . &R K
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