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Preparation and Properties of NiCrAl/Diatomite Sealing Coatings

YANG Shirui , WANG Yajun, MA Rui, LU Hongyu
(Beijing Power Machinery Institute, Beijing, 100074, China)

Abstract: The atmospheric plasma spraying (APS) is used to prepare Ni/Al adhering coating, and flame
spraying is used to prepare NiCrAl/Diatomite sealing coating. The effects on growth rates and hardness
of coating from distance of spraying, powder feeding rate, flame current, spray angle and oxygen-fuel
ratio are studied. Result shows that, when the oxygen-fuel ratio is less than 1. 6, along with the raise of
spraying distance, the coatings growth rate is lower and the hardness goes up after keeps still. When the
0, :+ C,H,>1.6, the growth rate goes up first, then goes down, and hardness turns low gradually. A-
long with the increase of gun moving speed, coatings growth rate goes down a little, while hardness
goes up a little. The increase of flow current increases the growth rate and decreases the hardness. A-
long with the increase of powder feeding rate, the coatings growth rate increases obviously, and the
hardness goes up and then down.
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Tab.1 Process parameters of flame spray
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Effects of spray speed on growth rate and
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