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Charactenistic Changing of Tensile Strength for Thermal Barrier Coating Specimens
with Various Porosity according to Applied Epoxy
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Fig. 1 Specification and dimension for coin specimen
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Fig. 2 Coating procedure
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Fig. 3 Schematic configuration of jig and coating specimen
for tensile strength test

Fig. 4 Tensile strength test procedure for coating specimen
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Table 3 Tensile strength result of two epoxy
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Table 4 Tensile strength result of coating layer
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Tensile Strength (psi)
1 2 3

Epox
poxy Average Area

3M Scotch

Weld 2214 44.60 56.02

53.48 51.37

3M Scotch

Weld AF42 7.65 7.65 8.62 7.97
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Fig. 5 Epoxy within coating layer inside during curing
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