Table 1: Comparative characteristics of some of the main coating methods [1]
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Figure 2: Typical ranges for (a) thickness of coatings, and (b) processing temperature
for some surface technologies [1]. II: Ion implantation
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Figure 4: Interaction of wear mechanisms [1]
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Figure 5: Parameters of a coating system influencing the tribological performance [1,3,4,5]
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Figure 3: Descriptive key words of wear and their interrelations [1,2]
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Fig. 7 Axial piston pump exploded view [6]
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Figure 6: General coating pre — selection process [4,5]
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