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Abstract 

R-V- S Technology is a technique that makes it possible to form a ferrosilicate (i.e. metal 

ceramic) surface structure on friction surfaces. The new surface structure has unique physical 

and chemical properties, and it is possible to restore sliding surfaces up to their original shape 

without disassembling the equipment being treated. The RVS Technology works everywhere 

if friction is available, i.e. where there is heat energy. The new surface structure is not 

unfamiliar with the original metal, with which it has been formed. There is no sharp boundary 

between the base material and the new surface structure, and that is why the ferrosilicate 

structure cannot be removed as coatings  

The present study was carried out to investigate the role of RVS on Gasoline and Diesel 

engines, Results revealed an improved performance dry and wetted pressing, power and 

specific fuel oil consumption. The highest value of dry and wetted pressing (19.95 and 

19.36%) respectively was recorded in Fiat 131(Gasoline) engines. It decreases gradually 

(8.33 and 17.4) in the Jone Deere engines and without any improved in Fiat 131(natural gas) 

engines. The highest value of improved in power was recorded 4.54% in Fiat 131(Gasoline) 

engines, then decreases 2.77% in Fiat 131(natural gas) engines and reached its lowest value 

1.55% in Jone Deere engines . The maximum value of specific fuel oil consumption was 

recorded 5.59% in Jone Deere engines. It decreases suddenly in the in Fiat 131(Gasoline) 

engines 5.35%. They were completely absent in Fiat 131(natural gas) engines. However, the 

average rate of improvement exhaust measurements increased in all engines. Material 

considered is not efficient at bad Performance engines (Finite State Machine). However it is 

not added to renewed engines unlesscut distance is 10000 km. 
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1. Introduction 

RVS stands for the Russian words “Remontno- Vosstanovitelny Sostav”, which mean 

“Repair and Restoring Compound”. Also RRC was used in some English documents. The 

RVS Technology is a totally new and unique method based on diffusion that compensates the 

wear on friction and sliding surfaces, reduces friction due to a new ferrosilicate surface, and 

leaves a significant economic effect by simplifying the maintenance of machines and 

production lines and improving their life time and thus the productivity (1). 

The RVS Technology was invented in Russia. As well as many useful innovations 

of Russian origin, the RVS Technology™ arises from the military research programmers. 

In the 1970's some boring works were made in the Murmansk region, reaching the depth 

of over 12 km, during which an unexpected observation took place: suddenly, unlike the 

previous experience, there was no need to change the bore but it stayed sharp for 

an incomprehensibly long time (4 to 6 times longer than earlier). The conclusion made was 

that there was something or some material in the soil that caused the detected effect. 

Appropriate people started to study the effect, and they proceeded quite fast at first. Basically 

the same minerals were found that are used in the RVS compound manufacturing process 

even today. The numerous possible solutions of the detected effect were understood quite 

soon. The problem was coping with the reaction and the stickiness of the formed ferrosilicate 

on the treated surface (2). 

When the Soviet Union collapsed, the research activities withered away on all the areas 

that were strategically less important due to the lack of finances or were moved to the private 

sector. The latest happened to the primitive form of the RVS Technology, and after several 

phases the “NPC Ruspromremont” was founded in St. Petersburg, and it has possessed 

a working package of formulas since mid-90’s (3).  

The meaning of this presentation is not to be a thorough scientific description of any 

concrete technique (RVS treatment). The meaning is to explain the chain of processes that 

is carried out during every RVS treatment of any type of equipment, the understanding 

of which lets even a non-specialist use the products based on the RVS Technology in the 

right way so that he or she obtains a result that is both technically and economically 

significant in the equipment (4). 
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The RVS treatment consists of a group of technological operations, as a final result 

of which a ferrosilicate layer thick enough to compensate the wear of the equipment 

is formed on the friction and sliding surfaces of the machine parts. The result of the RVS 

treatment is obtained if a big enough amount of the RVS compound is carried to the surfaces 

and left there to react (5). 

RVS compound repair and restoring compound is a multi-component fine-dispersed 

mixture of natural minerals, additives, and catalysts that has been mixed with a universal 

lubricant in order to ease its use. The specialty of the compound comprises its ability to form 

a ferrosilicate layer as a result of a atom exchange reaction in the crystals of the surface layer 

of the friction and contact areas. New crystals are formed, and their size is larger and their 

mass is higher, and thus they rise over the original surface of the contact spot compensating 

wear (6). 

The RVS compound itself is a powder that does not dissolve in oil or other liquids that 

carry it, but it forms suspension (slurry) in them. The amount of the RVS compound needed 

for an RVS treatment does not change the viscosity of the oil. The oil is used merely 

as a carrier of the compound and an environment of thermal exchange. The type and quality 

of the oil are not of major significance. 

The RVS compound is not an abrasive material either, but it reminds talk by its abrasive 

properties. These results in the fact that the RVS compound cannot in any circumstances 

be the cause of a break-down of a mechanism even in a case of multiple over-dose. 

Perhaps the most important information on the RVS compound from the user's point 

of view is that the RVS compound works only where friction exists, i.e. where energy 

is freed, the necessary precondition of the exchange reaction(7). 

The RVS compound itself is a powder that does not dissolve in oil or other liquids that carry 

it, but it forms suspension (slurry) in them. The amount of the RVS compound needed for 

an RVS treatment does not change the viscosity of the oil. The oil is used merely as a carrier 

of the compound and an environment of thermal exchange. The type and quality of the oil are 

not of major significance. 

The RVS compound is not an abrasive material either, but it reminds talk by its 

abrasive properties (8).  

In July-August, 1998 a piston compressor 2BA 10/8 was treated by the RVS 

Technology at "StroyFarfor" plant, Saint Petersburg, Russia. Before the treatment the 

compressor produced the pressure of 5,4 kg/cm2 in 40 minutes at the current strength of 
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170A, and after the treatment in 10 minutes at the current strength of 98A. Thus, the 

compressor output became 4 times higher while the electric energy consumption reduced by 

42% (9). 

In April-May, 1998 an experiment on the RVS Technology use for partial restoring 

and hardening of tooting working surfaces of the locomotive VL80t-1433 drive gear (a small 

tooth wheel and a large gear wheel) was carried out at Znamenka station, Odessa railroad, 

Ukraine. The locomotive was in operation all the time and its experiment totaled 33,526 km. 

The results showed that the tooth width on the constant chord of the small tooth wheel 

increased by 1.03 mm and that of the gear wheel by 0.39 mm. The wear of the small tooth 

wheel decreased from 97.0% to 44.9% and that of the gear wheel from 82.0% to 66.9%! This 

allows predicting a 50-80% increase of the small tooth wheel life, which corresponds to an 

extra 200,000-300,000 km mileage keeping the electric locomotive in operation (10).  

In practice the need of the RVS compound is determined for most types of equipment 

in accordance with the oil capacity in them. In consumer products made for automobile use 

the oil capacity serves as the basis of the choice of the right category, and the consumer need 

not think of any other dosing instructions than acting according to the instructions in the 

consumer package (11). 

Although the RVS compound is not an additive to oil, the use of the oil capacity 

is justified because in all the normal internal combustion engines, transmissions, and 

compressors the oil capacity is direct dependent on the area of the surfaces to be lubricated, 

and thus treated by the RVS Technology, and the area dictates the amount of RVS compound 

needed. In industry, there are different types of equipment, the oil tank of which is big and 

the amount of oil used at the same time small, i.e. The oil circulation speed of which is quite 

low. The hydraulic systems are a good example of such equipment, and, in order to treat them 

by the RVS Technology, one needs a professional that is thoroughly acquainted with it (12). 

One has to remember that it is possible that one does not obtain improved figures measurable 

by different methods, but practically in every case the ferrosilicate layer that protects the 

original friction surface has been formed. Thus, the RVS Technology is a very significant 

innovation both ecologically and economically (13). 

 

2- MATERIALS AND METHODS. 

The present study was carried out to investigate the role of RVS on Gasoline and Diesel 

engines ,we classification tow packaging ,the first package for Gasoline engine we added tow 
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Ampoules Per Capacity of one 10 milliliters to small car which have oil pan Container 

(Alcarter).It have capacity between 2-4 liter, each one used for treatment period, while on 

Diesel engines added 3.5 milliliters on liter of oil tank capacity. To achieve these objectives, 

the experiments were carried out at Misr Petroleum company, Egypt. The procedure for 

treatment are as follows: 

1) Running the engine which wants to treatment it after adjust injection process or set 

ignition also valve clearance adjustment and visually examined to insure there’s not any 

babbleor infiltration of valve  circles ,at temperature of engine reached to Operating 

degree natural stopped the engine. 

2) Tube components added to bottle components and close bottle, Shacked well for 30 to 60 

second to insure of homogeneity item. 

3) Add1/3  package to engine and return running engine in the slowdown state for 15 minutes. 

4) Stopped running the engine and left for one minute, then added 1/3  package after shacked 

good and return running engine in the slowdown state for 15 minutes. 

5) Stopped running the engine for 5 minutes, then added remains of package after shacked 

good, then turn engine under average load and speed for period 2 to 3 houror  driving the 

vehicle with average load and speed for the same period. 

6) Running the engine or vehicle in normal state running with avoid over load for distance 

300-400 kilometer. (200-250Miles) 

7) Returning the treatment again by the same previous method and completed treatment after 

cut distance 1000 kilometer. 

8) Indicate the state of engine by measurement compress of cylinders before and after 

treatment and measurement of rate component exhaust before and after added, rate of fuel 

consumption, oil pressure. If improvement clearly may reached as stipulated of maker a 

machine as in description book (catalogue). 

9) If suitable improvement hasn’t done, treatment again another one. Always it happened in 

ended engines which its nearest of extension period. 

On the other hand, the following tests are performed:  

1) Material test on Jone Deere engines which worked by Diesel fuel. 

2) Material test on Fiat 131engine which worked bybenzene fuel or natural gas (Bi fuel 

system). 

3) Stages test on engines: Properties of engine: 

 Engine worked by Diesel fuel - Four-stroke engine-refrigeration water –freightage 
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 Engine capacity: 6.6 liter 

 Number of Cylinders: 6 Cylinders. 

 Diameter of Cylinders: 121 millimeters 

 Stroke length: 180 millimeters 

 Capacity of oil tank: 16 liters 

 Maximum of engine torque: 36.7 Kg/m 

 Controversy velocity to maximum of engine torque: 1700 Twirl/ min. 

 Maximum engine power: 174 hp 

 Controversy velocity to maximum engine power: 2200 Twirl/ min. 

The model used for testing has the following properties:  

 It consisted of Jone Deere engine which it’s descript specifications previously. 

 Brake absorbance power of kind HPA107. 

 Apparatus for measure rate of fuel consumption of kind Cuissin. 

 Group of apparatus to measure and observe temperatures (cooling of engine- engine 

oil – exhaust). 

 Apparatus (Wager-Digital Smoke Metter, Model 6500) for measure opacity  

 Apparatus for measure Pressing. 

 

Stage of treatment by material on two steps: 

1) Treated done as factory recommended 

2) After stage of treatment we examination and measure the following: 

 Percentage of opacity by method (Free Acceleration Test). 

 Compression cylinders by Compression test (dry-wet). 

 Test of performance engine.  
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Fig.(1.2): Structure used in experiments 
 

 

3. Results and discussion   

 Results revealed that the improvement of power in first and second treatment on 

Jone Deere engine are achieved. The highest Percentage in improvement of power was 

recorded (3.35%) and reached its lowest value (1.01%) in first treatment. The highest value 

of Percentage  Improvement power in second treatment (2.10%) and reached its lowest value 

(1.08%) at the same treatment (Tables 1-3, 2-3 and figure 3-3, 4-3). 

The data of tables (3-3 and 4-3) showed that, the rate of qualitative consumption was 

Improvement after second treatment the maximum value (7.13%) at speed 1600 and reached 

its minimum value 3.57% at speed 1800 (Figure 5-3). 
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Table (1-3):Performance test before addition and after completion of treatment on JoneDeere 

engine.  

Speed 
(RPM) 

Loading 
(Kg/m) 

Power 
hp 

Fuel consumption time 
(150Cm/sec3 

Before 
addition 

First 
treatment 

Second 
treatment 

Before 
addition 

First 
treatment 

Second 
treatment 

Before 
add 

First 
treatment 

Second 
treatment 

1000 54.4 54.8 55.3 75.96 76.51 77.21 22.6 22.9 23.5 

1200 55.8 55.9 56.4 93.49 93.66 94.50 18.7 19.0 19.6 

1400 56.9 57.2 57.8 111.81 111.81 112.99 16.0 16.3 16.9 

1600 58 58.3 58.8 129.57 130.24 131.36 14.5 14.8 15.4 

1700 59.2 59.7 60.3 140.52 141.71 143.13 13.6 13.9 14.2 

1800 58.7 59.2 59.4 147.53 148.79 149.29 12.1 12.1 12.4 

2000 57.1 57.3 58.3 159.45 160.01 162.80 10.9 11.2 11.2 

 
 
 
Table (2-3): Percentage Improvement of Power in first and second treatment  

Velocity 
(RPM) 

Improvement of power  
(hp) 

 Percentage Improvement of Power 
 

Improvement in  
first treatment 

Improvement in  
second 

treatment 

Percentage 
Improvement in 

First treatment (%) 

Percentage Improvement in 
Second treatment (%) 

1000 0.55 0.72 1.25 1.65 

1200 0.17 0.18 1.01 1.08 

1400 0.58 0.52 1.76 1.58 

1600 0.67 0.52 1.79 1.38 

1700 1.19 0.85 2.61 1.86 

1800 1.26 0.85 1.76 1.19 

2000 0.56 0.35 3.35 2.10 
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Table (3-3): Qualitative consumption before addition in treatments. 
 

Velocity 

(RPM) 

Qualitative consumption(gm/hp.hr) 

Before addition First treatment Second treatment 

1000 264.24 258.88 249.99 

1200 259.89 254.89 244.90 

1400 254.89 248.88 237.56 

1600 241.43 235.32 224.23 

1700 237.35 230.29 223.18 

1800 254.10 251.96 245.03 

2000 260.98 253.11 248.77 

 
 
 
Table (4-3): Improvement of percentage qualitative consumption  in treatments. 
 

Velocity 

(RPM) 

Qualitative consumption (gm/hp.hr) 

Improvement in 

first treatment 

Percentage Improvement in 

First treatment (%) 

Improvement in 

second 

treatment 

Percentage Improvement in 

Second treatment (%) 

1000 5.34 2.02 14.23 5.39 

1200 4.56 1.76 14.56 5.61 

1400 5.99 2.35 17.33 6.80 

1600 6.11 2.53 17.21 7.13 

1700 7.07 2.98 14.17 5.97 

1800 2.15 0.85 9.07 3.57 

2000 7.88 3.02 12.22 4.68 
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Table (5-3): Measurement of pressing (dry-wet) before and after addition on Jone Deere 

engine.  

Number of 
roll 

Dry (kg/Cm2 ) 

Improvement 

Wet (kg/Cm2 ) 

Improvement Before 
addition 

After treated 
Before 

addition 
After treated 

1 20.5 23.5 3 25 29 4 

2 20.5 23.5 3 24 29 5 

3 21.5 22.5 1 25 28.5 3.5 

4 21.5 23 1.5 24.5 29 4.5 

5 22 23 1 25 28.5 3.5 

6 22 23 1 24 28 4 

 
 
 
Table (6-3):Measurement of opacity. 

Opacity before treated (%) Opacity after treated (%) 
Percentage improvement in 

Opacity (%) 

17.8 13.8 4 

Results revealed that, decreased Percentage of pollution, it decreases from 17.8% to 13.8% in 

Opacity Table (6). 

 

Table (7-3): Idling speed and temperatures exhaust during treatment 
After first treatment 

Time (minute) 5 10 15 

Idling speed (RPM) 600 700 750 

Exhaust Temp.(oC) 147 144 143 

After second treatment 

Time (minute) 5 10 15 

Idling speed (RPM) 750 750 750 

Exhaust Temp.(oC) 144 141 140 
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Figure (2-3): Performance of fuel consumption after treated with (R V S) on Jone Deere. 
 

 
Figure (3-3): Effect of Power after treated with (R V S) on Jone Deere. 
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Figure (4-3): Improvement of power on Jone Deere after completed treatment. 

 
 
 

 
Figure (5-3) Qualitative consumption before addition in treatments of Jone Deere. 
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Figure (6-3): Measurement of pressing (DRY) after addition in treatments of Jone Deere. 

 
 

 
Figure (7-3): Measurement of pressing (WET after addition in treatments of Jone Deere. 

 
(4-3):Fait131 Gasoline engine. 

 The data of Table (13-4-3) showed that, the improvement of measurement 

pressing (dry) for roll after treatment, the highest value was recorded 2.5 and the lowest 1, it 

increases with 3 in pressing (wet) and reached minimum and reached its lowest value 1.5 at 

roll number 1. 

Improvement of Power in first and second treatment showed in (8 and 9) it can be concluded 

that, the clear improvement of power after completed of treatment. However, improvement in 

qualitative consumption fuel after completed of second treatment (Figure 9-4-3, 10-4-3). 
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Data in Table (13-4-3) showed that, decrease in Percentage of pollutants components in 

exhaust, however, decreases of Co from 2.67% before treatment to 1.73% after treatment, 

also Hc(PPM)  decreased from 767 before treatment to568 after second treatment. Elsewhere, 

however, the values of NOx(PPM) its increases from 30 to 48 (PPM) 

 
 
Table (8-4-3): Performance test before addition and after completion of treatment on Fait131 
engine. 

Velocity 

(RPM) 

Loading 

(kg/m) 

Power 

hp 

Fuel consumption time 
(150Cm/sec3 

Before 
add 

First 
treatment 

Second 

treatment 

Before 
add 

First 
treatment 

Second 

treatment 

Before 
add 

First 
treatment 

Second 

treatment 

1500 8.2 8.5 8.5 17.17 17.80 17.80 112.9 113.4 113.4 

2000 8.6 8.8 9.1 24.02 24.57 25.41 83.2 84.5 84.4 

2500 9.6 9.7 10 33.51 33.86 34.91 61.5 63.4 63.6 

3000 10.5 10.9 11 43.98 45.66 46.08 47.0 47.0 47.6 

3500 10.7 11 11.5 52.29 53.76 56.20 39.2 38.9 38.9 

4000 10.9 10.9 11 60.88 60.88 61.44 32.5 32.6 32.9 

 
Table (9-4-3): Percentage Improvement of Power in first and second treatment 

Velocity 

(RPM) 

power 

(hp) 

Improvement in 

first treatment (hp) 

Improvement in 

second 

treatment(hp) 

1500 0.63 0.63 

2000 0.55 1.39 

2500 0.35 1.4 

3000 1.68 2.1 

3500 1.47 3.91 

4000 0 0.56 
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Table (10-4-3):Qualitative consumption before addition in treatments. 

Velocity 

(RPM) 

Qualitative consumption (gm/hp.hour) 

Before addition First treatment Second treatment 

1500 222.85 214.02 214.02 

2000 216.17 208.4 201.44 

2500 209.62 201.6 197.2 

3000 208.99 201.3 196.95 

3500 210.76 206.57 197.6 

4000 218.34 217.67 213.72 

 
Table (11-4-3): Improvement of percentage qualitative consumption in treatments. 

Velocity 

(RPM) 

Qualitative consumption (gm/hp.hour) 

Improvement in 

first treatment 

Percentage Improvement in 

First treatment (%) 

Improvement in 

second 

treatment 

Percentage Improvement in 

Second treatment (%) 

1500 8.84 4.0 8.84 4.0 

2000 7.77 3.59 14.73 6.8 

2500 8.02 3.82 12.42 5.2 

3000 7.69 3.7 12.04 5.8 

3500 4.18 2.0 13.15 6.2 

4000 0.67 0.3 4.62 2.1 
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Table (12-4-3): Measurement of pressing (dry-wet) before and after addition on Fait131 

engine. 

Number of 
roll 

Dry (kg/Cm2 ) 
Improvement 

Wet (kg/Cm2 ) 
Improvement 

Before add After treated  Before add After treated  

1 9.5 10.5 1 11.5 13 1.5 

2 8.5 11 2.5 12 14 2 

3 9 11 2 12 15 3 

4 8.5 10 1.5 11 13.5 2.5 

 
Table (13-4-3): Components of exhaust gases. 

 Hc(PPM) Improvement 
Co 

Vol(%) 
Improvement CO2Vol(%) NOx(PPM) Improvemen 

Before 
treated 

767 - 2.63  6.76 30  

After 
First 

treatment 
636 131 2.56 0.07 7.12 38 -8 

After 
second 

treatment 

568 199 1.73 0.9 7.4 48 -18 

 
Table (14-4-3): Idling speed and temperatures exhaust during treatment 

After first treatment 

Time (minute) 0 10 15 

Idling speed (RPM) 550 660 685 

Exhaust Temp.(oC) 202 198 195 

After second treatment 

Time (minute) 0 10 15 

Idling speed (RPM) 560 630 690 

Exhaust Temp.(oC) 199 195 193 
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Figure (8-4-3): performance of fuel consumption after treated with (R V S) at Fait131 engine. 

 

Figure (9-4-3) Improvement of power on Fait131 Gasoline engine after completed treatment. 
 



JOURNAL OF INTERNATIONAL ACADEMIC RESEARCH FOR MULTIDISCIPLINARY 
Impact Factor 3.114, ISSN: 2320-5083, Volume 4, Issue 11, December 2016 

 

133 
www.jiarm.com 

 

Figure (10-4-3) Percentage improvement of power in first and second treatment on Fait131 
Gasoline engine 

 

Figure (11-4-3): performance of qualitative consumption (gm/hp.hr) on Fiat131 Gasoline 
engine. 

 
 
(Table 14-5-3): Fait131 natural gas engine). 
The data of Table (15-5-3and 16-5-3) showed that, the improvement in measurement power 

of Fiat131 natural gas engine after completed of second treatment, however, decrease in 

Percentage of pollutants components in exhaust in Table (17-5-3) and (Figure 13-5-

3).Decreases of CO from 1.52% before treatment to 1.02% after treatment, also HC(ppm) 
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decreased from 287 before treatment to 200 after second treatment. Elsewhere, however, the 

values of NOx(ppm) its increases from 75 to 97 (ppm) 

Table (15-5-3): Performance test before addition and after completion of treatment on 
(Fiat131 natural gas engine). 

Velocity 

(RPM) 

Loading 

(kg/m) 

Power 

hp 

Before add First treatment 
Second 

treatment 
Before add First treatment 

Second 

treatment 

1500 7.3 7.4 7.6 15.29 15.50 15.92 

2000 7.7 8 8.1 21.50 22.34 22.62 

2500 8.9 9 9 31.07 31.42 31.42 

3000 9.6 9.7 9.7 40.21 40.63 40.63 

3500 9.8 10.1 10.2 47.89 49.36 49.85 

4000 9.6 9.6 9.7 53.62 53.62 54.7 

 
 
 

Table (16-5-3): Percentage Improvement of Power in first and second treatment 

Velocity 

(RPM) 

power  

(hp) 

Improvement after 

first treatment 

Improvement after 

second 

treatment 

1500 0.21 0.63 

2000 0.74 1.12 

2500 0.35 0.35 

3000 0.42 0.42 

3500 1.47 1.95 

4000 0.00 0.56 
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Table (17-5-3): Components of exhaust gases. 

 HC(ppm) Improvement 
Co Vol 

(%) 
Improvement 

CO2Vol 
(%) 

NOx(ppm) Improvement 

Before 
treated 

287 - 1.52  7.67 75  

After 
First 

treatment 
256 31 1.23 19.1 7.26 88 -13 

After 
second 

treatment 

200 87 1.02 32.9 7.8 97 -22 

 
 

 
Figure (12-5-3): Improving in loading at Fiat131 natural gas engine after completed 

treatment. 
 

 
Figure (13-5-3): Improvement of power (hp) Fiat131 natural gas engine. 
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4. Conclusions 

The present study showed that, the owner of a mechanism treated by the RVS 

compound gets the  improving in pressing (dry-wet) after addition at different engines, the 

higher level of improving in pressing Fiat131 Gasoline engine were fluctuated between 

(19.36 and 19.95%) . However, it was varied from8.33 to 17.4% in Jone Deere engine. On 

the other hand, increased in the power of all engines and improving in specific consumption 

at Jone Deere and Fait131 Gasoline engine. The depletion in components of exhaust after 

addition of RVS. Results nearly similar in agreement with those obtained by (1, 12.13.14 and 

15) 

We can conclude the following advantages of use RVS: Reducing the fuel or energy 

consumption, reducing the emissions by reduced spare part expenses, reduced repair 

expenses reduced need of maintenance stops the used capacity and reliability increase 

increased life time. On other hand Ferrosilicate protective layer obtained 

 Has common crystal frame with the metal, on which it was formed, since it keeps 

on steel surface much better than chrome, nickel and different weld deposition; 

 Prevents from hydrogenous wear; 

 Has the coefficient of thermal expansion compatible to that of steel, with which it has 

reacted, i.e. Does not spall by heating and cooling; 

 Has high surface micro hardness; 

 Has low dry friction coefficient; 

 Has dielectric anticorrosive and heat-proof properties; 

 Can be renewed as soon as it wears by carrying out additional RVS treatments 

The owner of a mechanism treated by the RVS compound gets the following advantages 

(depending on the type of the treated device): 

 Reducing the fuel or energy consumption by 3–30 % 

 Reducing the emissions by 10–40 % 

 Reduced spare part expenses 

 Reduced repair expenses 

 Reduced need of maintenance stops the used capacity and reliability increase 

 Increased life time 
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