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Air Gas Dynamic Spraying of
Powder Mixtures: Theory and Application
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The radial injection gas dynamic spray (RIGDS) technology of powder coatings deposition was considered
for this work. A coating was created by injecting powders with variable compositions into a supersonic air jet
and depositing powder on the substrate. This study describes the preliminary analysis of an air gas dynamic
spray method realized by a portable RIGDS apparatus with a radial injection of powder. Attention was given
to shock compaction processes during the coating structure formation and examples of powder mixtures
utilization in RIGDS. It was shown that the operational parameters of supersonic powder-gas jet have a
significant influence on the coating’s microstructure, thus defining the high performance of the coating.

Compaction and bonding of particles were analyzed.

Keywords cold gas dynamic spraying, composite materials, in-
fluence of spray parameters, properties of coatings

1. Introduction

Gas dynamic spraying (GDS) is a new coating deposition
technology, which is being developed to produce high quality
metallic coatings (Ref 1-12). The GDS process is based on ex-
posing a substrate to high velocity solid-phase particles acceler-
ated by a supersonic gas flow at a temperature lower than the
melting point of the particles. The low-temperature nature of
GDS makes it possible to deposit coatings of powder materials
without any considerable changes in the microstructure of the
feedstock. Many metals, such as Cu, Al, Ti, and their alloys,
have been deposited by GDS (Ref 1-8). Even some cermets (Ref
9) and ceramic particles (Ref 2) were embedded into a metallic
substrate to form a thin layer coating. However, the application
of powder metal-ceramic mixtures for GDS and the analysis of
their effect on at GDS process have not been deeply studied yet.

It is already a known fact that coatings in GDS are formed
due to significant plastic deformation of both the sprayed par-
ticles and the substrate, caused by impacts of the accelerated
particles. The high-impact pressures result in the direct contact
of pure metals through breakup and dispersion of the thin oxide
film on both particle and substrate surfaces providing creation of
strong metallic bonds (Ref 3). On the other hand, the intensive
deformation of the particle and substrate results in the high strain
and temperature rise at the localized contact areas. Several nu-
merical simulation studies have indicated that the temperature at
the contact zone, caused by the adiabatic shear during deposi-
tion, can reach a value near the melting point of the sprayed
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materials and a thin melted layer could be formed (Ref 5, 6).
Based on the metallic jetting observed with the impact of cold
sprayed TiAlyV, particles, Vicek et al. (Ref 2) suggested that
this jetting resulted from the occurrence of melting at the im-
pacting interface. However, the occurrence of jetting may be a
result of localized deformation in the interface area under dy-
namic loading (Ref 13). Additionally, strain localization may
occur not only at the interface. Adiabatic shear bands may also
occur in bulk particles (Ref 14) as well as in powder granular
media (Ref 15). The lack of strain localization analysis, and par-
ticularly its influence on the structure of the formed coatings,
limits the present understanding of the deposition mechanism in
the GDS process.

Because the common approach to GDS coating formation is
based on the analysis of the interaction between a single particle
and a substrate, it is rather important to study adiabatic shear
bonding processes in powder layers, taking into account the
structure of the granular media, i.e., particle ensembles. In the
present approach, the attempt was to combine the theory of fluid
mechanics relevant to solid particles suspended in a supersonic
gas stream with the theory of particle consolidation during the
spraying process. If the air-particle jet consists of particles of
various sizes then the nature of the particle interaction and coat-
ing formation depends on the behavior of particle ensembles
upon impingement (Ref 16).

The basis of the current GDS technology is to create a very
high speed gas that can accelerate the injected powders to veloc-
ities above critical (about 500-800 m/s). This is normally
achieved by expanding helium or nitrogen in a Laval nozzle. The
pressure ratio for this expansion is in the order of 23. Because of
its light weight, helium is a much better gas to work with. It is
however very expensive and makes the use of the process in an
industrial environment economically unfeasible. The critical gas
velocity is material dependant and is affected by the density and
elastic-plastic properties of the material, particle size, and pow-
der composition (Ref 5, 17). The authors (Ref 18) have shown
that the critical velocity for GDS of Al based powders acceler-
ated by air was in the range of 400-500 m/s. Moreover, the ap-
plication of relatively large particles in the air GDS process al-
lows us to reach the kinetic energy necessary to realize their
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Fig. 1 Composite coating structure formation model for spraying powder mixture: (a) general scheme of powder jet and coating and (b) particle

arrangement in powder jet

deformation and bonding with low particle critical velocities [air
GDS process referred to as kinetic spray (Ref 18)]. In the case of
Mach numbers 1.2-2, an air pressure ratio is calculated to be in
the range of 2.4-7.8. Thus, to achieve the critical particle veloc-
ities with the air stream, it is possible to apply the GDS systems
with air pressure parameters of about 5-8 bars.

Radial injection of the powder is one of the main advantages
of the radial injection gas dynamic spray (RIGDS) technology
due to the high durability of the nozzles and simple design of the
powder hoppers (Ref 19). The low air pressure and radial injec-
tion of the powder leads to decreased gas consumption and
sharply improves the economical feasibility of the RIGDS pro-
cess for the industrial environment.

Thus, the purpose of this study is to encourage further under-
standing of the role of the powder radial injection in structure
formation during the spraying powder mixtures.

2. Experimental Procedure

The spraying of Al-based powder mixtures on steel and alu-
minum substrates was performed by an apparatus incorporating
the DYMET (SST Centerline, Windsor, Canada) gun (Ref 19)
with the injection of powder into the divergent part of a super-
sonic nozzle. The schematic of the spray process is shown on
Fig. 1.

The powder mixtures were supplied by a powder hopper and
injected into the supersonic portion of the nozzle near the throat
area by means of negative pressure developed by the accelerated
stream of compressed air passing through the nozzle. The in-
jected particles are accelerated in the high-velocity air stream by
the drag effect. To increase the air velocity and, ultimately the
particle velocity, the compressed air can be preheated within a
range from 100 to 700 °C. The pressure and the temperature of
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the compressed air were monitored by a pressure gage and a
thermocouple positioned inside of the gun. The gun was in-
stalled on an X-Y manipulator to drive the air-powder jet over
the substrate surface. The compressed air pressure was kept con-
stant at 0.5 MPa. It is important to note that the air pressure was
essentially lower than in other GDS systems [usually in the
range of 2.0 to 5 MPa (Ref 1-4)]. This feature makes GDS with
DYMET gun much more suitable for the industrial environment
because a special high pressure pump is no longer needed. How-
ever, the air consumption is lower as well, about 0.2-0.3 m>/min
as compared with 1.3 m*/min for spray systems using an axial
injection of powder (Ref 2). The particle velocities at the exit of
the supersonic nozzle were in the range of 550 m/s, as measured
by laser doppler velocimeter. The powder feeding rate varied in
the range of 0.5-1.5 g/s, while the standoff distance from the exit
of the nozzle to the substrate was held constant at 10 mm. A
rectangular nozzle with an exit aperture of 3.5 x 10 mm was
used.

Commercially available aluminum powder (=300 mesh),
zinc powder (5-10 pm), and tungsten powder (3-10 pm) were
used as base materials. The Al powder used for coating deposi-
tion was sieved to sizes ranging from 40 to 60 um to limit the
effect of particle size distribution. The scanning electron micro-
scope (SEM) images of the powders used are shown in Fig. 2.
Mild steel and Al were used as substrates. Prior to spraying, the
substrate surface was sandblasted using 300 mesh alumina grits.
Two component Al-Zn and three component (W-Al-Zn and Ti-
Al-Zn) powder mixtures were used in the experiments. The de-
position efficiency of GDS was measured on grit blasted 3 mm
thick aluminum substrates. The substrates were cleaned with ac-
etone and methanol, dried in hot air and weighed before and after
processing. The portion of the powder mixture of 25 g for one
sample was weighed as well.
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(b)

Fig.2 SEM images of base powders for powder mixtures: (a) Al powder (x500) and (b) Zn powder (x5000)

Characterization of the coatings is based on microhardness
measurements. The coating structure was examined using Light
Microscope after polishing and 10 s etching with Tucker’s re-
agent. The phases of the coating were identified by x-ray diffrac-
tion (XRD).

3. Results

The GDS experimental results are analyzed with respect to
the effects of air temperature 7,, powder jet composition, pow-
der jet incidence angle a and stand-off-distance x,4. The air tem-
perature influences the air and particle velocity, which are to be
as high as possible. However, optimization of particle interac-
tion and bonding during the spraying process may be achieved
through the intensification of particle deformation and interpar-
ticle sliding. These processes are controlled through the compo-
sition of the powder impinging the substrate, particle sizes, and
an incidence angle. In an effort to better understand the process,
the following dependences are to be examined:

e deposition efficiency versus air temperature (Fig. 3) and
powder feeding rate (Fig. 4)

* average single pass thickness of deposited layer versus air
temperature (Fig. 5)

*  hardness versus depth from the surface (Fig. 6)

Experimental results demonstrate some features of powder mix-
tures sprayed at low air pressures. Deposition efficiency xp, of
GDS is found to be low in the range of temperatures 100-500 °C,
but sharply increases at temperatures higher than 600 °C and
becomes comparable with the values of x, for Ti and Cu (Ref
17). It is important to note that nitrogen was applied for GDS of
Ti (Ref 8) and copper (Ref 4). It is known that the nitrogen and
helium propellant gases allow us to achieve higher gas and par-
ticle velocities than air (Ref 20). Particle velocities reach critical
values at a temperature of 300 °C for nitrogen. The deposition
efficiency of Ti is above 0.6 at this temperature (Fig. 3) (Ref 8).
For air GDS at a low pressure of 0.5 MPa, the x, value ~0.6 is
realized at air temperatures of 650 °C. Thus, it can be assumed
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Fig. 3 Deposition efficiency for powder mixtures: (1) Powder mixture
with weight concentration 0.25A1,05 + 0.5A1 + 0.25Zn, (2) Powder
mixture with weight concentration 0.5Ti+ 0.25A1+ 0.25Zn, (3) Powder
mixture with weight concentration 0.5W + 0.25A1+ 0.25Zn, (4) Cu (4),
and (5) Ti (8).

that the critical velocity threshold of 500 m/s (Ref 20) is
achieved at this temperature.

The dependence of deposition efficiency from temperature is
accurately described by an exponential approximation for all
powders and powder mixtures (Fig. 3). Simulation veracity is in
the range of R? = 0.94 to 0.99. The deposition efficiency equa-
tion is approximated by:

Xp = Xp,e " (Eq 1)

where xp, is exponent coefficient and Q is activation constant of
the GDS process.

Approximations of the experimental data for powder mix-
tures studied are shown in the next table for three types of pow-
der mixtures.

Analysis of constants of Eq 1 show that the values of xp, do
not vary for powder mixtures 1-3, while the values of Oy, are
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Fig.5 Average single pass thickness—air temperature dependence; ex-
perimental data and exponent approximations for Al (Ref 18) and Al
based powder mixture with weight concentration 0.5W + 0.25A1 +
0.25Zn

slightly different. This means that critical particle velocity, de-
fined by the gas temperature, is the same for all powder mixtures
studied because they consist of Al and Zn particles, which are
deformed during impact with substrate and coating forming. The
values of the activation constants reveal to some extent the ki-
netic parameters of a powder build up process, which depends
on the type and volume concentration of big and heavy particles.
Thus, the deposition efficiency of the powder mixture 3 (Table
1) is high due to higher kinetic energy of tungsten heavy par-
ticles, resulting in the conversion of plastic work into heat and
stored energy in the formed GDS coating.

The effect of the particle mass flow rate M, on the deposition
efficiency is shown on Fig. 4. The maximum of function xp = Xp
(M) reveals that there is an optimal value of particle mass flow
rate, which provides an optimal concentration of particles in the
powder jet. It is characterized by p, the particle-to-gas mass flow
ratio, p = M /M, where M is the gas mass flow rate. If the air
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Fig. 6 Micro-hardness HV, ; versus depth of coating: (1) Al-Ti-Zn
coating, (2) AI-W-Zn coating, and (3) Al coating (Ref 14)

temperature in the nozzle outlet area is about 200 °C (Ref 18)
and air density is p = 0.746 kg/m>, then particle-to-gas mass flow
ratio p depends on the particle mass flow rate M. It is within the
range of u=0.035 to 0.3. The optimal value of p for which the
deposition efficiency is maximal is approximately p=0.27. The
particle-to-gas mass flow ratio for a kinetic spray process (Ref
18) is about pu = 0.06. Despite lower powder feeding rates in the
case with the DYMET gun (as compared with the usual GDS
process with axial powder feeding), it reached a higher concen-
tration of solid phase in the powder-laden jet by approximately
five times. The main reason for the specific shape of function
Xp = Xp(M,) is believed to be due to the influence of the normal
shock wave layer with a higher concentration of powder par-
ticles. The particles rebound from the substrate surface and col-
lide with the particles from the powder jet, sharply decreasing
their kinetic energy. Therefore, the particles with reduced ki-
netic energy are no longer able to consolidate and form a coat-
ing. It has to be noted that the x, maximum occurs on all curves
for different air temperatures (Fig. 4) despite the low particle
velocities corresponding to low air temperatures. This means
that some particles reach the velocity threshold needed to create
bonding. The mechanisms of such particle behavior, however,
are currently unclear.

The average single pass thickness of a GDS coated layer, ¢, is
one of the main parameters characterizing GDS build up capa-
bility. Its dependence on air temperature is shown on Fig. 5. The
semiempirical relationship, which gives a good approximation
of the experimental data, is similar to Eq 1:

t=te RO (Eq2)

The parameters # and O, of Eq 2 are shown in Table 1. It can
be seen that activation constant O, does not depend on the air
temperature and, consequently, particle velocity. At the same
time the parameter ¢ increases by about two times showing the
influence of the powder composition on the build up process.
The comparison of the activation constants in Eq 2 reveals the
same order of magnitude. These expressions, describing the de-
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position efficiency and average single pass thickness parameters
by means of an exponential function, correctly reflect the behav-
ior of certain physical parameters. For a deeper understanding of
GDS physical mechanism it is necessary to develop new phe-
nomenological models that would include the interaction of par-
ticles during GDS deposition of powder mixtures.

The microstructure of composite coatings deposited by GDS
and the examination of their properties reveals some important
features of composite layer formation (Fig. 7). First, the struc-
ture of two-component coating, made of 0.45 Al and 0.55 Zn
volume ratios, consists of large Al particles surrounded by small
Zn particles. Second, the number of Zn particles located between
Al particles is only about 5-10% and the concentration of Zn in
the composite coating is about 30-40%, as evaluated from the
microstructure. The collision frequency of small particles, how-
ever, is much higher than that of large Al particles due to a higher
concentration of Zn particles in the powder jet. This data indi-
cates that a more intensive rebound of Zn particles than Al par-
ticles is taking place during powder jet-substrate interaction.
This conclusion was verified by an additional microstructure ex-
amination of Al-Zn powder mixtures with different concentra-
tions. The Al and Zn particles exhibit different rebound ability
depending on the particle velocity and the air temperature. So,
the final content of Al and Zn phases in coatings does not match
initial composition in the powder jet. The loss of Zn content up
to 15% was observed at an air temperature of 550 °C. The ob-
tained data shows the great importance of the rebound process

Table 1 Parameters of exponential approximations

occurring during the interaction between powder laden jet and
the substrate.

The main principle governing the formation of GDS coatings
relates to the extensive plastic deformation at the particle-
substrate interface (Ref 11) due to the localization of deforma-
tion during particle impact with the substrate. As stated by a
number of authors (Ref 2-11), the bonding mechanisms in GDS
can be similar to shock compaction. The shock compaction of
particle mixtures is very likely to be realized during GDS of
powder mixtures. From this viewpoint, the choice of powder
compositions with optimized consolidation properties for GDS
technology is of great importance. The construction of such
powder mixtures is believed to be based on:

*  optimization of shock consolidation of powder mixtures by
the incorporation of heavy and large particles into the pow-
der jet

»  choice of the particles with high density as they penetrate to
powder mixtures

»  solid phase reactions to influence a proper bonding of par-
ticles

For this reason, the authors examined the microstructure of two
component Al-Zn coatings and three component Ti-Al-Zn (Fig.
7a) and W-Al-Zn (Fig. 7b) coatings. The processes of structure
formation result in different hardness of the deposited coatings
(Fig. 6). The distribution of hardness is relatively uniform for

Exponent coefficient

Activation constant Exponent coefficient Activation constant

Powder composition of Eq 1, of Eq 1, of Eq 2, of Eq 2,
Number by weight Xb, Ob xsmol ty Qxy/mol
1 25% A,05 + 50% Al +25% Zn 21.95 29.07 3.19 12.9
2 50% Ti + 25% Al +25% Zn 20.35 26.05 4.97 12.92
3 50% W +25% Al + 25% Zn 21.62 234 6.93 12.83
4 Copper (nitrogen) (Ref 4) 6.48 12.45
5 Titanium (nitrogen) (Ref 8) 4513 37.5
6 Aluminum (air) (Ref 18) 164.2 28.47

(a)

(b)

Fig. 7 Structure of composite coatings: (a) Al-Ti-Zn composite coating and (b) Al-W-Zn coating (not etched)
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pure aluminum coatings (Ref 21) and composite W-Al-Zn coat-
ings (the scatter is of 5-7 units), while the hardness of Al-Ti-Zn
coatings varies in the range of 70-120 HV, ;. This is probably a
result of mechanical alloying reactions, which may occur during
the collision of Al, Zn, and W particles. Additionally, all coat-
ings have a lower hardness in the vicinity of the substrate sur-
face. This phenomenon is believed to be explained by the effect
of'the localization caused by the severe particle deformation dur-
ing the deposition process. At the same time, the hardness of the
substrate is very high due to the surface strengthening that takes
place during the grit blasting process. The phase microhardness
examination results reveal the effect of W and Ti on the micro-
hardness of the aluminum phase in the range of 10-20 units,
proving the assumption that mechanical alloying reactions occur

(Fig. 8).

4. Discussion

Three main issues have to be discussed based upon the ex-
perimental data presented in the previous chart: background of
Arrhenius law application for phenomenological analysis of
GDS process, powder mixtures behavior during GDS, and shear
localization and mechanical alloying features of GDS coating
structure formation.

An expression of the deposition efficiency and average single
pass coating thickness by fitting the Arrhenius equations Eq 1, 2
seems to be reasonable because the gas temperature defines the
particle velocity in powder jet with the equation (Ref 20):

Vo1 |— 2 (Eq 3)
P 1+[(y,— 1)/2IM?

where T, is the initial gas temperature (in convergent part of
nozzle), M is Mach number, vy, is the ratio of specific heats or
isentropic coefficient (Ref 17) . For monatomic gases, y is 1.66,
and for diatomic gases 1 is typically 1.4. (Air is typically mod-
eled as a diatomic gas because it is a mixture of nitrogen and
oxygen). The modeling results and analytic equations shown by
Dykhuizen and Smith (Ref 20) based on the isentropic gas flow
model were used to make a rough estimation of the particle ve-
locity. The analytical Eq 3 presents a dependence of particle ve-
locity and gas temperature. As the authors (Ref 20) mentioned,
this equation may be used to approximately calculate the particle
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Fig.8 XRD spectra of Al-W-Zn coating. 1, 3, 8,9 — Al 7,Zn, »; 2, 4,
5,6,7—WAIl,,
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velocity only when the optimal nozzle shape is used. The rela-
tionship (Eq 3) does not take into account particle parameters
due to some difficulties to obtain the analytical solution of the
base equations with the main variables of a drag coefficient, par-
ticle density, and size. This equation was used only for rough
analysis of particle velocity dependence from the temperature
and type of the propellant gas (RT).
The collision contact time 7, can be approximated by:

(Eq4)

N

where d is the diameter of the incoming particle. The severe
deformation of particles due to impact is described by shear
strain -y, which is possible to evaluate roughly from microstruc-
ture analysis. In this case, shear strain rate may be calculated as:

.Y
V=7 (Eq )
One can find RT,, from Eq 3 as:
=1

1+ 'YT M

RT, = f(y,M)V2, where f(y,, M) = ——————
’ (M- 1)2%
Equation 2 is modified taking into account Eq 4 and 5:
0

=1, exp— - (Eq 6)

(Y
f(ye, M)d (v)

Equation 6 reveals the buildup effectiveness of the GDS process
is determined by the relation (y/7y) or by the process of adiabatic
shear bands formation at the particle interface. Various materials
exhibit narrow bands of intense plastic deformation, termed
shear bands, under extreme loading conditions (Ref 14, 22). The
thermomechanical mechanism of shear bands formation is asso-
ciated with shear localization during high strain rate loading in a
rate-sensitive materials such as polycrystalline metals (Ref 13,
14, 22, 23) or granular materials (Ref 24). Under this mecha-
nism, thermal softening is thought to overcome hardening ef-
fects in the material, and to push forward the shear bands forma-
tion process. The flow law with Arrhenius dependence on
temperature is used to model shear localization and shear
bands phenomena in thermoviscoplastic materials (Ref 13-15,
22). The authors (Ref 25) made the first comprehensive analyti-
cal study of shear localization with Arrhenius flow law in one-
dimensional formulation on the base of y plastic strain-rate
function (“flow law”) analysis. The strain-rate function vy de-
pends on temperature and stress. Physically, the nature of the
plastic flow governs shear bands formation, and its mathemati-
cal representation is the source of nonlinearity in the problem
(Ref 25). Theoretical models based on microstructure and the
physics of deformation use thermal activation of plastic flow,
which leads to an Arrhenius dependence on temperature (Ref 15,
16, 26). Such models are used in numerical studies (Ref 14), but
many analytical studies approximate flow laws to simplify the
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calculation. In particular, an exponential flow law is often used
(Ref 25):

0
v = 'Y.()TNe_R_TD (Eq7)

where Tp, is the deformation temperature, Q is an activation en-
ergy, N is the power coefficient (N = 0), 7 is the shear stress in
the area of shear localization. The main feature of Eq 7 is shear
strain rate Arrhenius dependence on temperature. The compari-
son of Eq 6 and 7 shows that such macroscopic characteristics of
the GDS process as the average single pass thickness ¢ or the
deposition efficiency x, depend on kinetics of the adiabatic
shear bands formation, which is described by means of the Ar-
rhenius flow law. The interrelation of Eq 6 and 7 will be further
studied to better understand the physics of shear localization as
the main coating structure formation process during particles
impact loading in GDS.

The detailed analysis of the flow characteristics of gas-
particle suspensions in a powder-laden jet seems to be important
from the viewpoint of particle-particle collision and particle-
turbulence interaction evaluation. These processes were studied
both for the diluted (Ref27) and the concentrated gas-solid sus-
pensions (Ref 28). Despite the relatively high gas velocities
(300-900 m/s) in these “fast fluid bed” units (Ref 27), the con-
centration of suspended solids is not uniform along the nozzle
axis, as well as over the cross section of the flow. High particle
concentration generally forms near the nozzle walls, near par-
ticles moving with low velocity. Clusters of particles may also
intermittently form and disintegrate in the diluted suspension
flows (Ref 27, 28). Thus, the probability of particle cluster for-
mations may be evaluated by the difference of particle axial ve-
locities AV;. The gradient AV, 55, =V, — Vs, where V; and Vs,
are the velocities of particles of sizes 1 and 50 pm is about 600
m/s. Even a small difference in particle sizes results in a velocity
gradient about 100-200 m/s. The scheme of particle clusters for
the case of spraying bimodal powder mixtures is shown in Fig.
1(b). There are two areas of the powder jet: free jet with the
length near the stand-off-distance and the normal shock wave
layer.

The average concentration of particles rebounding from the
substrate is high in the normal shock wave layer. This leads to an
increase of particle concentration in clusters moving through the
normal shock wave front. Two conclusions can be drawn: ve-
locity of the cluster depends on the particles rebound process and
coating formation in the case of particle clusters impingement
with a substrate is similar to powder shock compaction.

In this case, the particles with low velocity and high weight,
which are the cores of clusters, play the role of shot balls in the
powder shock consolidation process (Ref 29). These particles
are distributed in the matrix of small particles (Fig. 7). There-
fore, the impact powder microforging process is realized. The
ratio of the particle sizes, weights, and concentration governs the
efficiency of the powder microforging impact, resulting in bond-
ing and densification of powder layers.

An XRD spectrum of Al-W-Zn coating is shown on Fig. 8.
After GDS, the observed XRD peaks show new phases, which
are a result of deformation enhanced alloying. The mechanical
alloying processes are known to develop due to intensive par-
ticle deformation during high energy mechanical milling (Ref
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23). Thus, it can be assumed that the main reason for the pres-
ence of mechanical alloying processes in GDS is the severe de-
formation of particles and shear localization at the particles’ in-
terface (Ref 12).

5. Application

Localized plastic deformation at the particle-substrate inter-
face appears to be necessary for the coating formation. For this
reason, successful powders and substrates for GDS are mostly
metals with relatively high plasticity. Nevertheless, mixtures of
metals and ceramics can be successfully sprayed onto metallic
surfaces and conversely, metal powders can be successfully ap-
plied to ceramic substrates (Ref 29). Apparently, in the case of
low pressure air RIGDS the presence of a metallic component
appears to compensate for the lack of ductility of the ceramic
component. In general, the range of materials that can be suc-
cessfully sprayed by RIGDS, include pure metals such as Al, Zn,
Cu, Fe, Ni, Ti, and composites such as Al-Al,O5, Al-B,C, Cu-
W, etc. Already, air RIGDS has found multiple applications in
many industries including aerospace, automotive and rebuild.

The main examples of RIGDS technology applications are
next (Ref 29):

*  Metal restoration and sealing: engine blocks, castings,
molds and dies, weld seams, auto body repair, refrigeration
equipment, heat exchangers, cryogenic equipment

o Thermal barriers: aluminum piston heads, manifolds, disc
brakes, aircraft engine components

*  Thermal dissipation: copper or aluminum coatings on heat
sinks for microelectronics

*  Soldering priming: microelectronics components

*  Anti-stick properties: deposits impregnated with release
agents such as PTFE or silicone

»  Localized corrosion protection: zinc or aluminum deposits
on affected helms, weldments or other joints in which the
original protective layer on the base material has been af-
fected by the manufacturing process

However, much more scientific research is needed to better un-
derstand and optimize the RIGDS process so that its applicabil-
ity can be extended into fields, where existing practices have
limitations.

6. Conclusions

Experiments of both phenomenological and microstructural
analyses of air GDS of the powder mixtures injected in the di-
verging part of a supersonic nozzle were performed. The results
are summarized as follows:

*  The GDS of powder mixtures results in the intensive pro-
cess of powder microforging and the severe deformation of
particles.

*  The main characteristics of GDS such as deposition effi-
ciency and average single pass thickness depend on the ki-
netics of adiabatic shear band formation following the Ar-
rhenius flow law.

Journal of Thermal Spray Technology



Application of powder mixtures results in mechanical al-
loying during particle impact and consolidation.

The particle cluster formation mechanism in the powder-
laden jet was evaluated and it was shown that this process
governs the impact powder consolidation features of
RIGDS.
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