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This is a continuation of the instructions on the production of In order to ensure reproducible quality, ectiih preparation
microsections in Leaflet DVS 2310-1 and of the comparison must therefore be carried out with segi- ly-a#itomated grin-
between professional and defective microsection preparations ding and polishing processes on suit; arl g and polishing
in DVS 2310-2, and includes micrographs produced in industrial machines.

plants, universities and metallography laboratories. The prepa-
ration instructions contained in the appendix to DVS 2310-3 are
to be interpreted merely as a suggested solution for successful
preparation. Alternative preparation methods can also lead to the
same result.

In order to ensure reproduci
of specimen preparati
embedding method, grindi
grinding and polishing S,
polishing times and
The micrographs are intended to show common qualities of See leaflet DVS 231
sprayed coatings that can be achieved with the different spraying
methods. By adjusting the coating parameters such as gas type,
amount of gas, grain fraction of powders, speed of movement,
particle size and particle speed, it is possible to influence the
quality of coating to a certain degree; the coating properties thus rajed coatings, Table 1.
influenced include porosity, adhesion and dilution of particles. able 2.

The qualities of coating represented should therefore be viewed i 4 res 1 to 12.

only as examples.

ing agents, number of
ing pressures, grinding and

u reparation procedure should be
tracting parties.

Appendix

Table 1. Examples of common sprayed coatings.

Figure | Base Substrate Topcoat Spray
no. material process
1 Steel, - NiCrBSi oW
unalloyed
Brass -
Steel, -
unalloyed
4 Steel, -
unalloyed
5 Steel, -
unalloyed
6 Steel, 13% Cr steel Arc
unalloyed
7 Steel, APS
unalloyed
8 Steel, CrNiMo APS
unalloyed
Steel ALO, APS
ALO,TiO, APS
Cr,0, APS
Zr0,+Y,0, VPS/APS
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Table 2. Preparation instructions.
Figu- | Embedding: cold Contrast
re Grinding (300 rpm) Polish (150 rpm) etching
S: SiC wet D: diamond agent
Par | Stage | Stage 2 | Stage | Stage | Sta- | Sta- | Par | Stage 1 Stage 2 | Stage | Stage 4
1 3 4 geb5 |geb
1 S 180 - - - - - D
KD |- 15 - - - - T
z flat 4 - - - - 4
P 120 100 - - - - P
2 S 180 400 800 1200 | 2400 | 4000 | D
D - - - - - - T
z flat 2 2 2 2 2 4
P 150 100 100 100 100 | 100 P
3 S 220 320 500 - - - D
D - - - 30 30 - T
z 3 2 2 10 5 - 4
P 120 110 100 80 40 - P
4 S - - - - - - D
D 63 30 10 - - - T
z flat 6 6 - - - z
P 220 220 220 - - - P
5 S 320 - - - - - D
KD |- 15 - - - - T
z flat 4 - - - - z
120 100 - - - -
6 S 180 400 800 1200 |- - D, 1 OPS OPS+ none
NAOH
D - - - - F KF KT KT
z flat 2 2 2 2,5 2 1 1
P 150 130 120 100 100 100 100 100
7 S 180 400 800 1200 D 3 1 OPS OPS+ none
+W NAOH
D - - - - T KF KF KT KT
z 1 1 1 1 1 z 3 3 1 1
P 120 120 120 100 | 100 P 100 100 90 90
8 S 180 400 800, 00 = - D 3 1 OPS OPS+ none
NAOH
D - - — - - - T KF KF KT KT
z flat 2 - - z 2,5 2 1 1
P 150 430 120 100 - - P 100 100 100 100
9 S 180 - = - - - D 3 1 OPS - none
D - 1 - - T KF KF KT -
z 3 4 4 - - 4 3 3 5 -
P 15 18 180 180 - - P 150 150 120 -
10 S 280 400 600 - - D 6 3 - -
D = - - - - - T HK HK - -
t 1 1 1 - - 4 4..5 4..5 - -
P




