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FIG. 1

Step 10: rotating the alloy workpiece
about a long axis of the workpiece

f

Step 15: spraying a metallic coating
material onto at least a portion of a
circumferential surface of the alloy

workpiece to form a surface coating

metallurgically bonded to the
alloy workpiece that reduces
heat loss from the alloy workpiece

PCT/US2014/021766



WO 2014/149996 PCT/US2014/021766

2/5

FIG. 2
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FIG. 3
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FIG. 4

Step 40: inserting the alloy workpiece
into a metallic canister, wherein an
inner surface of the metallic canister
comprises a nickel-boron coating

Y

Step 42: encapsulating the alloy
workpiece in the metallic canister
to form a canned assembly

{

Step 44. removing gas from the
interior of the canned assembly

i

Step 46: heating the canned assembly
to transient liquid phase bond the
alloy workpiece to a metallic canister
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FIG. 5
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