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Foreword

ISO (the International Organization for Standardization) is a worldwide federation of national standards
bodies (ISO member bodies). The work of preparing International Standards is normally carried out
through ISO technical committees. Each member body interested in a subject for which a technical
committee has been established has the right to be represented on that committee. International
organizations, governmental and non-governmental, in liaison with ISO, also take part in the work.
ISO collaborates closely with the International Electrotechnical Commission (IEC) on all matters of
electrotechnical standardization.

The preecedures—tsed—to—developth CHIERE—S ptended—for-tts—further-maintenance are
described in the ISO/IEC Directives, Part 1. In particular the different approval criterianegeded for the
different types of ISO documents should be noted. This document was drafted in acéordapce with the
editdrial rules of the ISO/IEC Directives, Part 2 (see www.iso.org/directives).

Attention is drawn to the possibility that some of the elements of this documént may be the subject of
patent rights. ISO shall not be held responsible for identifying any or all suelf patent righfs. Details of
any patent rights identified during the development of the document willbe in the Introdu¢tion and/or
on tHe ISO list of patent declarations received (see www.iso.org/patents);

Any trade name used in this document is information given for the'éonvenience of users gnd does not
consfitute an endorsement.

For an explanation on the voluntary nature of standards, the meaning of ISO specifi¢ terms and
exprgssions related to conformity assessment, as well ‘as’information about 1SO’s adhefence to the
World Trade Organization (WTO) principles in the Techniical Barriers to Trade (TBT) see the following
URL{www.iso.org/iso/foreword.html.

This{document was prepared by Technical Committee ISO/TC 107, Metallic and other inorgdnic coatings.

This|second edition cancels and replaces thefirst edition (ISO 14917:1999), which has been technically
revided.

© IS0 2017 - All rights reserved v
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Introduction

Requests for official interpretations of technical aspects of this document should be directed to the
Secretariat of ISO/TC 107, Metallic and other inorganic coatings, via your national standards body; a
listing of these bodies can be found at www.iso.org.
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Thermal spraying — Terminology, classification

1 Scope

This document defines processes and general terms for thermal spraying. It classifies thermal spraying
processes according to type of spray material, to type of operation and to type of energy carrier. It
specifies abbreviations for spray processes, sprayed coatings, and manufacturing steps.
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7836, Thermal spraying — Determination of the deposition efficiency for thermal sprayi
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SO Online browsing platform: available at http://www.iso.or

mal spraying

pss in which surfacing materials are heated to the plastic or molten state, inside or oy
/ing gun/torch, and then propelled onto a prepared surface
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Classification according to the type of spray material

nction of the following variations:

— wire spraying;

— rod spraying;

— cord spraying;

— powder spraying;

— suspension spraying.
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4.2 C(lassification according to the operation

4.2.1 Manual spraying

All operations typical of the spraying process are manual.

4.2.2 Mechanized spraying

All operations typical of the spraying process are mechanized.

4.2.3 Aut

All operations typical of the spraying process are fully mechanized including all handling,ce.g. v

vork-

piece loading and unloading, and are integrated in a programmed system. Also, moditering and
controlling ¢f the entire spraying process can be included according to the closed loop method.
4.3 C(Classjfication and abbreviations for thermal spraying, coatings and their
technological properties, post-treatments
4.3.1 Thedrmal spraying, coatings and properties
See Table 1.
Table|1 — Thermal spraying, coatings and properties (abbreviations in capital letter)
Abbreviation Item Specified in section Specified in a standarg
TS Thermal spraying (in general) 3.1 —
BC Bond coat 6.4.3 —
TC Top coat 6.4.4 —
SF Self-fluxing alloy ISO 14920/1S0 14232
DE Deposition efficiency 6.3.16 ISO 17836
Ry Tensile adhesive strength 6.5.1 ISO 14916
4.3.2 Condition of spray coatings and post-treatments
See Table 2.
Table 2 + Condition'ef spray coatings and post-treatments (abbreviations in small letters)
Apbreviation State Specified in standard resp. described in section
as as sprayed 6.4.1
f fused IS0 14920
sm linished [SO 14924
m/c machined ISO 14924
S sealed ISO 14924

4.3.3 (Classification according to the energy carrier and/or to the type of spray material —
Abbreviations for spray processes and special surfacing processes by welding

In classification according to the energy carrier, sub-classifications are necessary due to different spray
materials. Figure A.1 provides a master chart of the spray processes with sub-classifications. See also
Tables 3 and 4.

© ISO 2017 - All rights reserved


https://standardsiso.com/api/?name=4d4874cc7246add2900cb29186fd53dd

IS0 14917:2017(E)

Table 3 — Classification and abbreviations of spray processes (abbreviations in capital letters)

Process Process
Standard spray processes abbreviations descrlp_tlon in
section
TS by means of gaseous |Flame spray processes 5.1
or liquid fuels Wire flame spraying (Combustion wire WES 5.1.2
spray)
Cord flame spraying CFS 1.2
Rod flame spraying RFS 1.2
Powder [Tame spraying PFS 1.3
High velocity flame spraying 5.2
High velocity oxy-fuel spraying HVOF 6.2.1
High velocity air fuel spraying HVAF 6.2.1
High velocity flame suspension spraying HVFSS b.2.3
Detonation spraying (Detonation gun spr.) DGS b.2.4
TS by means of Cold spraying (Cold gas spraying) CGS 53
expansion of highly
prespurized gases
withput combustion
TS by means of electric  |Arc spraying (Arc wire spraying) AS 5.4
arc dr gas discharge Atmospheric plasma spraying APS b.5.1
Atmospheric plasma suspension.§praying APSS 5.5.2
Vacuum plasma spraying/ VPS (Europe) b.5.3
Low pressure plasma spiaying LPPSTM (US, Asia)a
Controlled atmospheréplasma spraying CAPS
TS by means of electric | Water-stabilized plasma spraying WSPS 6.6.1
?;rcll(; rfga/sl:islzﬁgarge Inductively coupled plasma spraying ICPS 5.6.2
Plasma transferred wire arc spraying PTWA b.6.3
a  [IPPSTM is an example of a suitable product available commercially. This information is given for the convenience of
userq of this document and does notconstitute an endorsement by ISO of this product.
Table 4 — Classification and abbreviations of special surfacing processes by we¢lding
(abbreviations in capital letters)
Special surfacing processes by welding Process Process description
abbreviations in sqction
Surfacing by'means of a .
bundledheam of light Laser cladding LC 17
Surfacing hy means
of electric arc or gas Plasma transferred arc surfacing PTA 5.8
discharge

5 Process descriptions
5.1 Flame spraying

5.1.1 General

Flame spraying is a process in which a surfacing material is heated in an oxy-fuel gas flame and then
propelled onto a substrate. The material may be initially in the form of powder, rod, cord or wire. The

© IS0 2017 - All rights reserved 3
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hot material is projected onto the substrate by the oxy-fuel gas jet alone or with the additional aid of an
atomizing gas, e.g. compressed air.

5.1.2 Wire flame spraying (Combustion wire spray)

In wire flame spraying, the metal wire (solid or cored wire type) to be deposited is supplied to the gun
continuously. It is heated to the molten state by the oxy-fuel gas flame and propelled onto the prepared
substrate surface by the additional aid of an atomizing gas, e.g. compressed air. See Figure 1.
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Figure 1 — Wire‘flame spraying

The fuel gases predominantly used are acetyléne, propane and hydrogen.

Variations gre rod flame spraying (RFS) where cut lengths of material rod are used, and cord f
spraying (CKFS) where cords of surfdcing material are used.

5.1.3 Powder flame spraying

With this m

ethod, the material to be sprayed is supplied to the gun in powder form and heated t

plastic or pdrtially or cémpletely molten state in the oxy-fuel gas flame. It is propelled onto the prep
substrate by the expanding fuel gas. In some cases, an additional gas jet may be used to accelera]

powder par

iclesi-See Figure 2.
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Figure 2 — Powder flame spraying

5.2 | High velocity flame spraying

5.2.1 High velocity flame spraying with gaseous<fuel

In high velocity flame spraying, continuous combiistion is obtained in the combustion chamber which,
in copjunction with the expanding nozzle, produces an extremely high velocity in the gas jgt. The spray
material is injected axially into the combustion chamber or radial into the high velocity|gas stream.
Presgurized air or nitrogen is commonlyused as shroud gas.

The location of the powder injector will result in a different dwell time in the flame, which will affect
the particle velocity and temperature. Coatings of high density and adhesion are produced by the high
kinetic energy imparted to the spray stream. See Figure 3.

Fuel [gases like acetylene,(pyopane, propylene, methyl-acetylene-propadiene and hydrogen|can be used
in copjunction with oxygén (HVOF) or air (HVAF) in order to create the combustion.

© IS0 2017 - All rights reserved 5
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4  spray jet]

Figure 3 — High velocity flame spraying with gaseous fuels

5.2.2 High velocity flame spraying with liquid fuel

In high veldcity flame spraying with liquid fuel like kerosetye, N-paraffinl), etc., higher combuftion
pressure is freated as compared to spraying with gaseous fuel. The spray powder is radially inj¢cted
at a position where the combustion gases are already>fully expanded and somewhat cooled down.
This create$ coatings of higher density and higher adhesive strength values. Occasionally, resjdual
compressive stresses may be created in the coating(See Figure 4.

%

L L L L L L L Ll L L Ll Ll

AMIMMIMBMIOMINY

4
67
Key
1  combustjon chamber 5 spray stream
2 liquid fuel 6  spray deposit
3  oxygen/air 7  substrate
4  powder and carrier gas

Figure 4 — High velocity flame spraying with liquid fuel

5.2.3 High velocity flame suspension spraying

Suspensions represent an alternative feedstock material. Use of suspensions focuses mainly on APS and
HVOF spraying. Their use is currently emerging. Suspensions are mostly based on water and alcohol

1) N-paraffin is in common use in US.

6 © IS0 2017 - All rights reserved
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and contain finely dispersed powders with grain sizes ranging from nanometres up to about 5 pm to
10 um. Thus, materials can be used which would otherwise not be sprayable in this size. These are
predominantly oxides, such as alumina, zirconia and titania.

Injection of the suspension (radially or axially) into the spray gun depends on its construction principles;
axial injection can be more easily realized for HVOF processes. The general principle is that the liquid
is fragmented through an atomization process into small droplets. The liquid is then evaporated and
the resultant particles are melted or partially melted and accelerated onto the substrate where they
will form the coating. These fine particles show a different behaviour concerning splat formation as
compared to traditional thermal spray materials. See Figure 5.

] 3
(B
1 2 4
5 XX
7
I 1
8 |
8 ‘ 9
10
Key
1  HVOF torch 6 compressed air
2 glectrovalve 7  stirring device
3  dquspension line 8  flushing liquid (water)
4 Aflushing liquid 9  suspension
5 qwitching vale 10 pressurized reservoir
Figure 5 — Suspension spraying in the case of HVOF spraying
5.2.4 Detonation spraying
In d¢tonation-spraying, the gun contains a chamber into which certain quantities of a|powder are
injected. Thesgas mixture in the chamber is detonated at controlled intervals at frequengies of a few
Herty. This~¢reates a hot, high velocity gas stream that heats the powder to its plastic or|partially or
comqyletely molten state and accelerates the particles as they leave the gun barrel.

The detonation gun consists of the barrel and the gun chamber. The injected gas and powder mixture
are ignited by an electric spark. The resulting shock wave generated in the barrel accelerates the
particles, which are further heated in the flame front and are propelled in a directed jet onto the
prepared substrate. Nitrogen is used to flush clean the gun chamber and barrel after every detonation.

See Figure 6.
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Figure 6 — Detonation spraying

spraying (Cold gas spraying)

spraying process, a gas (nitrogen or helium) is accelerated to supersonic velocity in
jozzle. The acceleration is driven by letting the gas,expand from very high pressure (

F the nozzle and then propelled with high kinetic and relatively low thermal energy
e. Above a certain particle velocity which is@haracteristic of the respective spray mat
5 form a dense and solid adhesive coatingupon impact. External heating of the gas je
ic-heated continuous heater, increases.the flow velocity of the gas and also the pa
 related rise in particle temperature assists the deformation upon impact. However, th|
e is clearly below the melting tentperature of the spray material, which means the par
elted in the gas jet.

y, drawbacks like oxidation and other phase transformations can be avoided. Figu
Focess schematically.
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Figure 7 — Cold spraying
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5.4 Arc spraying processes — Arc spraying

Arc spraying utilizes an electric arc between two wires to melt their tips; the wires may be of identical
or dissimilar composition or formed as cored wires. A jet or jets of gas, normally compressed air,
atomize the molten metal and project the particles onto the prepared substrate. Instead of air, nitrogen
or blends of nitrogen with other gases are used as atomizing gas to reduce oxidation or to set defined
oxygen content of the coating material. See Figure 8.

D 2 3 9

5

4
Key
1 4tomizer gas 6  spray depgsit
2 Yoltage 7  substrate
3  qontact tubes 8 melting wire tips
4  vires 9  sprdy stream
5 vire feed mechanism

Figure’8 — Arc spraying

In splecial cases, an inert gas, utilized@s'a gas sheath around the arc and spray stream, can be applied to
prevent or reduce penetration of air into the hot gas and particles stream. By that way, the porosity and
oxidation in the coating can be reduced.

5.5 | Plasma spraying precesses

5.5.1 Atmosphericplasma spraying

In afmosphericyplasma spraying, a plasma jet is used to heat the spray material to its plastic or
partially or ehtirely molten state and project it onto the prepared surface of the substrate.[The powder
may pe injected by means of carrier gas into the plasma jet inside (internal feed) or outsife (external
feed) theuanozzle.

The plasma is produced by an arc established between the electrode (cathode) and the nozzle (anode)
with partial or total ionization of the plasma gas. Recent designs of atmospheric plasma guns include an
electrically insulated part between the electrode and anode or as part of the anode in order to increase
the arc length. Secondly, multiple arcs are generated in modern designs by having either multiple
electrodes, a segmented anode or both.

The high velocity of the plasma jet emerging from the nozzle is generated by the thermal expansion of
the gas. The plasma gases commonly used are argon, hydrogen, helium, nitrogen or mixtures of these

gases. See Figure 9.

© IS0 2017 - All rights reserved 9
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Figure 9 — Atmospheric plasma spraying

ses, an inert gas, utilized as a gas sheath around:the plasma jet, can be applied to prevent or
tration of air into the hot gas and particles stkeam. By that way, the porosity and oxidption
g can be reduced.

ma suspension spraying

of plasma suspension spraying dre~analogous to those of high velocity suspension spraying

1 in 5.2.3. However, the injection of the suspension will only be applied radially int

spray jet. For further details, see 5.2.3.
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pulation ef\plasma gun and work-piece is done via suitable handling systems. Powqd
y fed into/the gun from external feeder units suitable for the specified conditions|
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Figure 10 — Plasma spraying in acchamber

Vacuum plasma spraying (VPS or LPPSTM2)) is a special gnethod of plasma spraying, where the pressure
in the chamber is reduced. In order to reduce the oxygéen partial pressure, the pressure i$ reduced to
a vaquum level of 1 Pa to 0,1 Pa (10-2 mbar to 103, mbar) prior to spraying. Spraying takges place at a
pressure range according to the specific application.

Plasma spraying in chambers can also beapplied in a controlled atmosphere (CAPS) o1 at elevated
presgure.

A sulpstrate and deposit cooling system’by jets of liquid gas sprayed in the form of fine drop|ets can also
be applied. In other applications, atransferred arc is applied to heat up the work-piece prior{to spraying.

5.6 | Other plasma spraying processes

5.6.1 Water-stabilized plasma spraying

In whter-stabilizeéd-plasma spraying, the plasma gas is generated from liquids, e.g. water, ethanol or
metHanol. Between a graphite cathode and a rotating, water-cooled anode, an arc is estaplished. The
liquid is introduced into the chamber with a swirling motion to stabilize the arc and produce the plasma
j he continuously regenerated sheath of liquid provides thermal, as well as electricafl, insulation
instthe chamber wall and at the same tlme serves as a coolant Some part of the stabilizing liquid
evapoerates ; i ofraittl ionization.
The spray powder is 1ntroduced mto the hlgh Veloc1ty plasma jet out51de the nozzle heated to the plastic
or partially or completely molten state and projected onto the prepared substrate. See Figure 11.

2) LPPSTM is an example of a suitable product available commercially. This information is given for the
convenience of users of this document and does not constitute an endorsement by ISO of this product.
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Figure 11 — Water-stabilized plasma spraying
5.6.2 Indpction plasma spraying — Inductively coupled plasma spraying
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Figure 12 — Induction plasma$praying — Inductively coupled plasma sprayjng

5.6.3 Plasma transferred wiré:arc spraying

The plasma transferred wire arc (PTWA) process presents another special plasma sprayjing process.
The function is shown scheématically in Figure 13.

The hozzle unit contains a tungsten cathode, an air cooled pilot nozzle of copper and an| electrically
conductive wire type spray material, which is fed perpendicular to the pilot nozzle. The|plasma gas,
usually a mixtureof argon and hydrogen, is fed through drilled holes which are located ftangentially
to the circumference of the cathode fixture (not shown in the figure). The process is started by a high
voltage discharge, which ionizes the plasma gas between the pilot nozzle and the cathode.|The created
plasina streams with hyper sonic speed through the nozzle’s muzzle and expands along thie axis of the
nozz|€-By that way, the plasma jet runs through the nozzle, where it heats the spray wire, which is
continuously fed perpendicular to the nozzle, where the electric circuit is closed. The tip of the wire will
be melted due to the high temperatures of the plasma. The melted material is atomized by a pressurized
air jet and projected onto the substrate. Usually, a coating produced by this process contains a porosity
of less than 2 %.
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Figure 13 — Plasma transferred wire arc'spraying
5.7 Laser cladding
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given by the
melted in th
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available. This effect lowers the heat input-to the substrate and the dilution.

Different ty
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a suitable p
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fully dense,
input into th
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pes of laser can be used; however, diode laser is mainly used due to transportation d
blass fibre cable. Thus,) working can be nearly independent from the location of the p
aser head.

pwder nozzle: The powder particles are projected to a melt pool on the substrate b
hnd/or by gravity. They are partially or entirely melted by laser radiation. The resul
metallurgically bonded coating, usually 0,5 mm to 3 mm thick. Due to a relatively low]
e stibstrate material and a controlled motion of the laser spot, the substrate will be m
ceonly. The dilution between the spray material and substrate material will typical

ceis
{‘er is
b laser beam. In the case of the one step method, the melting of the powder takes place in the

mm.

heat

f the
pbwer

of laser cladding is characterized by the injection of a powder into the laser beam yising

y the
Itis a
heat
Ited
y be

less than 5 %.

Usually, a shielding gas serves for the protection of the melt pool.

In special cases, metal matrix composites with carbides can be fed simultaneously to the melt pool
generated by the laser beam. The aim is to keep the carbides intact with minimal dissolution and to
melt the matrix material only. If the difference between the melting temperature of the matrix and the
carbides is high enough, the aim can be achieved due to the low heat input of laser cladding.

Laser cladding is defined as a (hard) surfacing process and therefore, it typically belongs to the area
of welding processes. Nevertheless, due to its application, in terms of this specification, laser cladding
shall be included within the area of thermal spraying.

For details, see Figure 14.
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Figure 14 — Laser cladding

Plasma transferred arc surfacing (PTA)
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The entire process takes place in the atmosphere of a shroud gas (e.g. argon or argon-hydrogen mixture).
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Figure 15 — Plasma transferred-arc surfacing

6 Thermal spraying — Terms

6.1 General terms

6.1.1 Coagability

A component is considered to be carnpletely or partially coatable by a given manufacturing process
and application of a suitable spray/material when the functionality of the applied coating satisfiejs the
requirements stipulated in the.particular case.

NOTE The coatability s influenced by parent metal, spray material, design and manufacturing. Coatapility

exists when the stipulated.surface requirements can be reached by applying a suitable design, a suitable parent
metal, a suitgble spray{material and a suitable manufacturing procedure applying a given spray process.

6.1.2 Coatingsuitability

A property of a substrate material that allows it to be coated by a particular technique.
NOTE The coating suitability is influenced by the chemical composition, technological and physical

properties, metallurgical structure, surface conditions (surface hardened, nitrided, chromated or painted) and
the wettability of the substrate.
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6.1.3 Spray suitability — Sprayability
A property of the spray material that facilitates its application by a specified spraying process.

NOTE The spray suitability/sprayability is influenced by the chemical composition, the physical properties,
and the manufacturing process of the spray material (wire, rod, cord, powder). The main features for spray
suitability are the morphology, particle size range, its distribution, and the flowability in the case of powder,
where the feeding behaviour is the main feature for wires, rods or cords. The spray suitability influences
decisively the spray deposit and the coating structure.

6.1.4 Coating functionality

A prt)perty of the coating and its design provided it works satisfactorily under the requ|ired service
condjitions.

NOTH The functionality of the coating is influenced by a number of factors including, but npt limited to,
locatjon of surface to be coated, prevention of edge pressure and sharp edges and narrow radii to be coated,

thickhess of the coating, substrate material, stress between coating and substrate; differences [in expansion
coefficient, temperature, temperature cycling, and risk of parent metal corrosion.

6.1.3 Coating feasibility

A mgnufacturing property, which makes possible applying an infénded thermal spray coatjng properly
to a particular component using the chosen manufacturing cenditions and a suitable spray material.

NOTH The coating feasibility is influenced by factors such.as surface preparation prior to spfaying, spray
procdss, types of spray and auxiliary materials, spray equipment, doing the spray work (sequeng¢e of sprayed

layerj coating structure, preheating, cooling, precautions:taken in unfavourable weather conditior]s), personnel
skill, pnd post-treatment (fusion, diffusion, annealing, machining, and sealing).

6.1.4 Accompanying specimens

The accompanying test piece is a work specimen, that has to be coated under conditions 3s similar as
possible to those of the original part.

6.2 | Thermal spraying equipment, terms

6.2.1 Spray gun, torch

Unit with which the spray material is heated to the plastic or molten state, accelerated and projected
ontofthe preparedsubstrate surface.

6.2.2 Spraywnozzle

The gpray nozzle is that part of the spray gun, which contains the outlet opening for the spiay jet.

6.2.3 Supplementary nozzle

Supplementary nozzles are spray nozzles that influence directly shape, configuration and direction of
the spray jet. They can also be applied for cooling purposes.

6.2.4 Contact tube

The contact tube is an electrically conductive part (electrical conduit) of the nozzle system of an arc
spray gun to which wires are guided along electrical contacts toward a point of intersection and short
circuiting at a desired angle.
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6.2.5 Wire feed mechanism

The wire feed mechanism is a mechanically operated unit for a controlled supply of the spray material
in the form of wire, rod or cord.

6.2.6 Powder feeder

Powder feeding units are systems for a controlled supply of spray material in the form of powder.

6.2.7 Powder injector

Powder injefctors feed and guide spray powders into the gas jet. They may be integrated in the {

gun or mounted outside of it.

6.3 Proce

ss specific terms of thermal spraying, terms

6.3.1 Spray material

Coating mat
variations a

6.3.2 Car
Carrying ga
6.3.3 Atoj

Gas for the 4

6.3.4 Pro

Gas utilized

erial for thermal spraying aligned in form and/or composition te Suit the applied pr
hd type of application.

Fier gas

5 for the injection of spray material in powder form infe*the hot gas jet or flame.
mizing gas

tomization and acceleration of molten spray‘material in wire, rod or cord form.

pellant gas

to accelerate the spray particles,

6.3.5 Sprayjet

The stream

of spray particles emerging from the spray gun.

6.3.6 Spray particles

Plastic or p3

6.3.7 Spld

rtially or entirely molten particles that emerge from the spray gun.

1

Thermal sp

rayed particle which is deformed and flattened and is sticking to the substrate or t

pray

cess

b the

already sprayed deposited material.

6.3.8 Spray deposit

Spray material as deposited.

6.3.9 Spray distance

Distance between the nozzle face and the surface of the work-piece.

6.3.10 Spray angle

The angle between the centre line of the spray jet and the surface of the work-piece.
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6.3.11 Spray velocity

The velocity of the spray jet itself relative to the substrate. The motion can be applied either by the
spray gun and/or the work-piece.

6.3.12 Spray trace overlapping

The degree of overlapping of a spray trace with the previous one. An equal coating thickness can be
achieved by applying a suitable overlapping of spray traces.

6.3.1

3 Spray spot

The

irea where the spray particles strike on the substrate. A distribution of the accumulat

particles in the spray spot can be determined by applying a point spray test (without

relat

6.3.1

The
per h

6.3.1

Tota
subs

6.3.1
The

Projg
carri

6.3.1

Prot

6.3.1
The |

6.3.1

Cont

jvely between spray gun and the part).

4 Deposition rate

veight of material deposited in a unit of time; the deposition rate iSusually expressed
our (kg/h) or grams per minute (g/min).

5 Spray losses

loss of spray material resulting from evaporation,sburn-off, projection outside t
[rate area, and rebound, i.e. spray material not contributing to producing the desired d

6 Deposition efficiency

ratio of total weight of the spray deposit te:total weight of spray material applied meg
ction outside the intended substrate ‘area is not taken into account. The determinat
ed out according to ISO 17836.

7 Masking

bctive measure for areas.of a work-piece that are not to be coated.

8 Sealing

procedure to close’pores by infiltrating with suitable substances (sealants).

9 Thermal treatment

Folled/heat treatment before, during and/or after the thermal spraying operation.

ion of spray
any motion

as kilogram

he intended
eposit.

isured in %.
ion shall be

6.3.

0 Fusing of sprayed deposits

Heating of sprayed deposits to temperatures in the melting range of the coating to obtain a homogeneous
deposit, diffusion bonded within itself and with substrate, typically applied to self-fluxing alloys (see
ISO 14920).

6.4

Coating specific terms

6.4.1 Sprayed coating

Deposit applied by thermal spraying.
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