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Table 1. Process parameters for

150}
plasma spray

Spraying on
heating

Vorking gas flow rate | Ar:47.2 1/min

{ Arc current 1000A 100

Substrate
Gun scaning rate 1.0 m/min ~—

Substrate temperature 400~1000°C

S0F Spraying at room

-
-
-

Hot bending strength (kg/cm?)

—yen

5 mm

400 600 800 1000
Testing temperature (°C)}

Photo.1. Joined bricks by plasma
Fig. 1. Hot joining strength of coatings spray
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