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From load—penetration curves it is possible to determine the yield stress c,.
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CONCLUSIONS and FUTURE WORK

Thick tungsten coating can be manufactured by plasma spray without macroscopic defects and with a density of W coating higher than 90% of the bulk material.

The coatings exhibited a good microstructure and satisfactory thermal properties (tested only for ELBRODUR substrate): the mechanical properties, especially for steel substrate, ap-
pear worse than the bulk material ones.

For W coated ELBRODUR samples the major residual stress is concentrated in the interlayer, while for AISI 316 samples the interlayer is subjected to the lowest strain, probably due to
not well optimised substrate temperature during deposition.

A limited cohesion of the sprayed layers through the thickness can be deduced from the indentation behaviour of W coating which changes significantly if the penetration is operated in
direction perpendicular to the coating external surface or parallel to this surface when the test is carried out on a sample cross section.

Thick W coatings are foreseen to be deposited on martensitic stainless steel samples suited to be actively cooled during deposition and heat load tests.




