METHOD FOR COATI NG GAS TURBI NE ENG NE COVPONENTS BACKGROUND OF THE

| NVENTI ON The invention relates generally to gas turbine engines, and nore
particularly, to nmethods for depositing a coating on a selective area of a
turbi ne conponent. At |east some known gas turbine engines include rotating
conponents which may contact or "rub" adjacent stationary conponents during
normal engi ne operation. For exanple, conpressor rotor blades are sized
such that a tip of \iReHOPy POR%@Q@HNG@%S mm@mqm@m@roud thus fornmng
a seal between the conpressor rotor blade and the shroud. To facilitate
reduci ng danage to the conpress@OMPIENTEdes, at | east some known gas
turbine. engine rotor blades are coated with a wear resistant coating
material . S N used to facilitate reducing a rate of
wear of #333%5§3§%§§d§€&%§§£ﬁeﬁﬁﬁﬁbhide contacts a surroundi ng shroud.

QG her wear coatings may be deposited along a | eading edge of the turbine
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achi n ngaiaot Pt st orRnE T st bebEoe et P, 366L Hede ol (i
deposi ti ngrqudcoati ng material onto an outer surface of the nmachined
conponents, and then brazing the coated conponents to produce an
|nseparabl e gas turbine vane sector that may_ be ins | ed |1l;| the
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coatings are generally used to facilitate reducing a rate of wear of the blade caused

the

when the blade contacts a surrounding shroud. Other wear coatings may be deposited
along a leading edge of the turbine blade to facilitate decreasing wear caused by contact
with environmental particulates, e.g., dirt, sand, that enter the turbine engine during
operation. Another type of known wear coating is deposited across components of
the turbine engine that are susceptible to wear caused by part-to-part contact during
operation. For example, in a high pressure turbine (HPT) and/or a low pressure
turbine (LPT) section of a gas turbine engine, wear coatings may be deposited on pre-
determined areas of vane sectors that may rub against an adjacent structure, such as a

shroud hanger or a pressure balance seal.

At least one known method of depositing a wear coating onto a surface of a gas
turbine engine vane sector requires machining a plurality of individual components of
the vane sector, depositing a coating material onto an outer surface of the machined
components, and then brazing the coated components to produce an inseparable gas
turbine vane sector that may be installed in the gas turbine engine. However, applying
the wear coating prior to brazing the individual components may require several steps.

For example, the components must be masked to prevent the wear coating from being
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deposited on portions of the conponent that are not subject to part-to-part
wear. Accordingly, coating the separate conponents prior to assenbling the
final conponent, may result in additional fabrication costs, and may

t hereby increase the overall cost of the conponent. BRI EF SUMVARY OF THE

| NVENTI ON I n one aspect, a nethod for assenbling a vane sector for a gas
tur bi ne engi ne, the vane sector including an airfoil vane and a platformis

e e e L A e

airfoil vasedinghd exgigyt theg sépdditaz cor@pOR@disatprion s Cdyséhbslingt hige afifidl oi | vane
is permanently coupled to the platformportion and such that the wear
coating ReBPRGHL, May KSHUay additiongd fabrispiéeneeqstieandmeay BerebhangeaefBem In a

anot her @§&§ﬁt00?t3)5\g§en§{rﬁ1%%8r for a gas turbine engine is provided. The

vane sector 1nc east one airfoil vane, at |least one platform
brazed to the airfoil vane, and a wear coating materi al deposited onto a
sel ect ed BRIER S MR vl GF fIBTEINVENTMONr coating is bonded across a
predefined area of the platformwhen the platformis brazed to the airfoi

vane. In_a further aspegt, a . turbine engine inclyding.,a plurality of
vane seclbPR 155 bPFeN s aeE 8Bt %For?fﬂrc@ ERReSTOARe PRy s 11 o !
vane, al {&dsinolife i Tl BEPY PRI iApidyRlch, VERE méhth mdiRs coaling
mat eri al deposited-onto a selected area o e platform the wear coating
i s bondedemsitmgs weap cediaf inmediahoea ackletied aphaf flor platfbien pddsgioplngtther m i s
brazed to tfp)e airfoil vlgne.. I?RI EF DESCRI PTI ON OF THE DRAWI\iP: Figure 1 is a
schemat i BIAHOTASEAEERGA ot A5k @B SFOYHRE £ BFBIMRePRSHGIRSUCIETRAIEe2 i s a
per spect h¥fBilWlaRliCberhal A SROIAT 10 BRI PP FortiDh antf dulbth tRE @B Swdayir DI ne
engi ne shown in Figure [;

coating material is bonded across a predefined area of the platform.

In a another aspect, a vane sector for a gas turbine engine is provided. The vane sector
includes at least one airfoil vane, at least one platform brazed to the airfoil vane, and a
wear coating material deposited onto a selected area of the platform, the wear coating
is bonded across a predefined area of the platform when the platform is brazed to the

airfoil vane.

In a further aspect, a gas turbine engine including a plurality of vane sectors is
provided. Each vane sector includes at least one airfoil vane, at least one platform
brazed to the airfoil vane, and a wear coating material deposited onto a selected area of
the platform, the wear coating is bonded across a predefined area of the platform

when the platform is brazed to the airfoil vane.
BRIEF DESCRIPTION OF THE DRAWINGS
Figure 1 is a schematic illustration of an exemplary gas turbine engine;

Figure 2 is a perspective view of a vane sector that may be used with the gas turbine

engine shown in Figure 1;

Figure 3 is an exemplary method that may be used to assemble a vane sector that may

be used with the gas turbine engine shown in Figure 1; and
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Figure 3 is an exenplary nethod that nmay be used to assenble a vane sector
that nay be used with the gas turbine engine shown in Figure 1; and -2
Figure 4 is a perspective view of a vane sector assenbl ed using the nethod
illustrated in Figure 3. Figure 5 is a perspective view of a portion of the
~vane sector shown in Figure 4. DETAILED DESCRI PTI ON OF THE | NVENTI ON Fi gure
1 is a schematic illustration of a gas turbine engine 10 including a fan

asserbl y Fjr%ux?ﬁ‘?s B&QIE%U%QII Yora 3yl %éc‘d{}ll gerﬁ‘bl@% Qﬁlﬂé’ tHeSmbthGd mmgéasor

and a conb SO inc pressure turbine 18, a
| ow pr essuFiguied. bi ne 20 and a booster 22. Fan assenbly 12 includes an
array of fan blades 24 extending radially outward froma rotor disc 26.
Engi ne 1(% has _an i ntake si decé and an xhaust si de 30. n one enbodi nent,
the gas tHigHs AdS RGFPRELYE VigW @@%@%M ?garfersgpﬁogg}pgynalp EWetri ¢ Conpany,

C ncinnati, Chio. Fan assenbly 12 and turbine 20 are coupled by a first
rotor shajtt3h eSS HPTESRAE FHENdvENTIHRe 18 are coupled by a second
32.

rotor shaft

Figure 1 is a schematic illustration of a gas turbine engine 10 including a fan assembly
12 and a core engine 13 including a high pressure compressor 14, and a combustor 16.
Engine 10 also includes a high pressure turbine 18, a low pressure turbine 20, and a
booster 22. Fan assembly 12 includes an array of fan blades 24 extending radially
outward from a rotor disc 26. Engine 10 has an intake side 28 and an exhaust side 30.
In one embodiment, the gas turbine engine is a GE90 available from General Electric
Company, Cincinnati, Ohio. Fan assembly 12 and turbine 20 are coupled by a first
rotor shaft 31, and compressor 14 and turbine 18 are coupled by a second rotor shaft
32.

During operation, air flows axially through fan assembly 12, in a direction that is
substantially parallel to a central axis 34 extending through engine 10, and compressed
air is supplied to high pressure compressor 14. The highly compressed air is delivered
to combustor 16. Airflow (not shown in Figure 1) from combustor 16 drives turbines

18 and 20, and turbine 20 drives fan assembly 12 by way of shaft 31.

Figure 2 is a perspective view of an exemplary gas turbine compressor vane sector 50
that may be used with a gas turbine engine, such as engine 10 (shown in Figure 1).
Vane sector 50 includes a plurality of circumferentially-spaced airfoil vanes 52
coupled between a radially outer band or platform 54 and a radially inner band or
platform 56. In the exemplary embodiment, high pressure compressor 14 includes a
plurality of stages, and a plurality of vane sectors 50 that are coupled together and
circumscribe an outer periphery of each compressor stage. Additionally, although
Figure 2 illustrates vane sector 50 as including five airfoil vanes 52, it should be
realized that vane sector 50 may include any quantity of airfoil vanes, for example,

two, three, four, etc.




During operation, air flows axially through fan assenbly 12, in a direction
that is substantially parallel to a central axis 34 extendi ng through
engi ne 10, and conpressed air is supplied to high pressure conpressor 14.
The highly conpressed air is delivered to conbustor 16. Airflow (not shown
in Figure 1) from conbustor 16 drives turbines 18 and 20, and turbine 20
drives fan assenbly 12 by way of shaft 31. Figure 2 is a perspective view
of an ex Ardbi 9 e 14" i?lblﬂﬁescg f}%es%ﬁ&%t’ ?6 eanﬁef tsQJoEﬁ 051&%11) (54 ffused with
a gas turbine engline, suc Vane sector 50
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nmet hods %E%rrﬂfe{gndegsgl eg%Pﬁﬁgﬁ%bWr%éﬁgfc@Etpq ﬁgm\ﬁ}an%ﬁg&e ﬂ% It should al so
be appr etbmireate tdhstibed hethnreseotto e vandeectyppitiskobild alsa bat aj@mmntecbltlyatof engi ne
corrponents For exa i ne conponent may be per abl e
shape, siFdmethads @8 |a§H]|1?£{1ti°(9n VAT O?pﬁlﬁﬁlne %?P%ieﬂ’ist g:r(?rteé"}fmﬁle éi‘ ressor
vane sec j [ onponent
stch as. Sonne SEnpbichDfal B O Y S e N ane: i b B B P T enst

one of r ubtksmittdmea tdPpensbrvale setdrace 113 whil e substantially
simul taneously brazing airfoil 52 to at | east one of platform 54 and 56.

In th I mbod ting 110 i t ape whi
bl 1 od RERE % E P B 1t bichiing 83 e SrBatrial kB B Sehtfel ' Bs used
herei n, hl&lu&%pﬁlgﬁhgamr 842090 aMBALOIEHNAD sihfacthISnBSEdck Y

cont acts | . e. a surface of an a jacent structure such as, but not

limted tld3 whilec owlptantislly sipadteneduslyebrazing airfoil 52 to at least one of platform 54

and 56. In the exemplary embodiment, wear coating 110 is a wear tape which is

applied to a rub surface 112 or 113 of vane sector 50. Rub surface, as used herein, is
defined as a surface of vane sector 50 which physically contacts, i.e. rubs, a surface of

an adjacent structure such as, but not limited to, a compressor case. More
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specifically, wear coating 110 is applied to an area 114 which represents a
particul ar region for application of wear coating 110. In the exenplary
enbodi ment, wear coating 110 includes a first matrix phase forned of wear
material, and a second, matrix phase forned of a bonding alloy that has a

| i qui dous tenperature bel ow the bonding tenperature and bonds the wear
material to a substrate, e.g. rub surface 112 or 113. In one enbodi nent,

wear coati i i - b i I t : at | east
e of r dBeancH heqt GRARL RS oAt B e M GIRIoR topbRBh ARSI B 1 0%0s
rub surf aegod I& applicatiors wf fyvaee cbaiting 1h0.t hie theesgehalayy esmibodinaent weavear

coating 110.is manufactured with_a bonding tenperature range that is

appr oxi mgeating Buncludes firsmethy phassifraed Gyrer meatsrial, padh gecedd™eBXpr aze t he
desired i : ar . i r ra 0 set
such thaﬁﬂ1 %ﬂfon%ggp?%gﬁ%%éggﬁipﬁigg;gﬁﬁggggés{é%lcﬁe Hovy% Eec%(é% glr?s?()\}g beyond a
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bondi ng all oy, are sel ected based on performance and t hen bl ended t oget her
ina pred@?éfrxbpiia@wnﬁérﬁab%m&dﬁpés/éere?sm%gymg}gt%/Eaétﬁwfﬁbeaf Frend Osubst rat e

and 1o faeydaid @it YGHng ﬁé%ﬁﬁ%@}! ‘E‘éﬁféc%"‘{q?,'\éh‘af%h?rpﬁﬁin LGk hape filerowear
material 1S an aggregate and the bonding materia 0 around the

aggr egat eub Wirdacedd2oi nip shitfdcecbi3. be applied to the engi ne conponent, using
the braze-tape process described herein, on any orientation surface of the

engi ne cqnponent . re cifically, wear coating 110 can be lied to
oi ther rdB @Er?xﬁ@Q%bﬂfng’r%SF‘Eﬂ?@sWF?ra%@uﬂsllﬁv’érfn #iuRd Wilhh asbiiiges are
up- si de i ; 4 tal : r e

oot t 1 onagpBeratur randE hfl SRRy RGHIVAIOH @l he Yookl mipdBust WBRS . ot
pl at f or miB&d toNbaze tmaddsirgd tdgindesmporeatsgtoigeth20, The woddihg 1&Bperainet &

t hi ckness 124 that are variably sel ected ensure that wear. coating 110
does not %&S&hﬂl@ﬁé&}%}nﬁé%%ﬁ@&y @p%fl?lﬁgs a?igoeff&tﬂ%&hemwe YoBPIRG 2110 i s
bonded dujiigq B’ A&l MR, ORELAL 1R pdwi PR EbT Wohr NREHal GA81d BéhdinE0 1S
applied to at | east one of rub Surface 112 and rub surface 113. In one

exenpl ar yllepbadi rseletted wemed comtperfgriidi@e i sndapin edblemded ubpgsthef aipes a112, 113
using a preform,such.as a sintered braze tape for exanple. |In apother
enbodi meFeIREIIAIANT by pRISRSFBPangiep (85 FRREEE 4ig20 ARG ng a
salt -5 andifeRRekivERIRR IMMEFecHREAY f thealday matdiRl ROWARLrebSe 3R axed over a

surface and then the adhesive is sprayed over the surface. This technique
cont i nuesonding matdrel flews awdndthakpgrggdthi ckness has been applied to rub
surfaces 112 or rub surface 113. Suitable adhesives conpletely volatilize

during t brazi.n e nd can .Jinpcl.ude for exanple, but are not limted to
i ﬁc: ugi ng" °& iﬁZ?IPS} tlﬁbl ‘%ﬁ:beo%’@bed:aﬂ)d ﬂ??n C%?F?%p%flgr?sﬁg t}}&dﬁé F\}%pellm may
be appl i gflodels 8&iRriBal fléifgi%,soﬂ-lﬁy QfiedtdBort fuirtdcg bh theo@BirRfcoMpohts Nefhni ques

such as, "but not limted to, coating wear coating I10 using a liquid
adhesi ve,spesifiegdhyl, yeargeaatingi 1@ carf be appdted do either- wibdwtfacedhidsenvmbtsapface o wear

coating lljlg'even when the rub surfaces are up-side down, i.e. 360 degrees from horizontal, or

to a rub surface positioned on a bottom surface of a component, e.g. a bottom surface
of platform 56. Wear coating 110 has a length 120, a width 122, and a thickness 124
that are variably selected to ensure that wear coating 110 does not extend beyond
planned coating area 118 when wear coating 110 is bonded during the brazing

operation.

In operation, wear coating 110 is applied to at least one of rub surface 112 and rub
surface 113. In one exemplary embodiment, wear coating 110 is applied to rub
surfaces 112, 113 using a preform such as a sintered braze tape for example. In
another embodiment, wear coating 110 is applied to rub surfaces 112, 113 using a salt
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After wear coating 110 is applied to rub surface 112 or 113, a brazing
operation is perforned to facilitate permanently airfoil vane 52 is
permanent|ly coupled to at | east one of platform54 or 56, and such that
wear coating material 110 is bonded across a predefined area 118 of the

pl atform substantially sinultaneously with the brazing operation. Mre
specifically, wear coating 110 can be applied to rub surfaces 112 or 113,
and airfaqjl : - ' 54 or 56
uri ng o RSP S GE MO SR oy R B Lol 2 1 ng
at | east thoediakiva iy sgrayed bugrnhe surtice a ThiDiceptiqwecatinosptsilehe slusitedas but

not limted to, argon and nitrogen for exanple. During the braz,Tiagkg
oper at i orfoaijigathickpassihag beamannlied g aub serfansard 12 oF rale surdace d8- 19W@REt hout any
subst anti jod : i i ature is
| ar gel y dag%%s?\\;cé%tg %;%enlmﬁyt{ﬁg%gﬁ%ﬁi @F }g%?ﬁg %%[5 aﬂgggn @%Ca%dein%r %%g?@éil ly in a
range of pparexioteliltsd 950in€ladiagus fdyethyerpxiei aml ahyact?l60 nGaterlah one
enbodi ment, brazing is_ carrjed out in _a furnace including a controlled
envi r onmehesiye dR0 482y, be Apnlied & rah sufases 142 0 <) AeHBizing: ans Al Vetious
controll ' v y il e ki 1 dation of
the braze it S0P M B0t BN BARENTLY chafly Wi ERBEPhENLLNE £H0ER 00 N
heat i ng, adhekifeaot dpplyihgs ntat oDfikn pf édaibkesidahddhesivotappar wedreopargalilor e and
tenperature uniformty. Follow ng heating, wear coating 110 is fused to
either platform54 or 56, and.the braze_all is permtted to cool, such

b lfl?ff 08 Tange

that a netisn Weagiceamephliuisiaepliest tpetibaysians (OE3ANEG ORRERIET 81 t hus
retainin L j : o I her
L ennl o spelfSfthe RN IAAAR B heiliY furiS Bferhdfendl cbified 1§ LRANS

coat i ng hinedé plafiorn 568 or S6candaseh that evear toating nvaaral ¢b@is gndetOacrdddar coat i ng
110 is then affixed to r syrface 112 or 113 using. resjstance welding for
exanpl e. PFefstREA Abds! 13&@5%36‘@{@} sititangelly iR ANGAITLY i i éh%_@&\m@oat ing to
rub surf agesyieh. Ror GRANAN;. Wik bbgid H0aAdkABAT R, haPLRald oD &y Cl ©

o} eo he f

regardl es the an conponent sur e Wmth respect to
hor i zont alll3, dtieairfeih vaeat ¢andeqpambentp pbupdel towithéroplatfexcebei Weddringw, such

that the wear coating remaips jin.the design area while retainin
di nensi or?aﬁmﬁl%ﬁré‘rz’&ﬁ@ graupn. o TAERE PREALTRES ??ég’f‘?\é\@ USRE AbFESL e K i%ped

herei n al g, iRHihhdeaba PhdtBiRRL LRDsbiltee,F ROH 125 G Hot fikited BERAAL avear
f

resistant coating application step prior to brazing the turbine
conponentmstrogehdoratsamepledescri bed net hods and systens for applying a wear
coating on a selective area of a turbine engine conmponent is

cost-effective and highly reliable for cilitatin coat i a partion of a
componentD e ke Brsis iz os: Ed etbAll Rl M githse T32a5eN ng t he
coating fy@pue ARy 3abdtiHia aRdahOeRihg P ehLAMRRABNI THNG AN @ 1&QRYARG 1S not
desired. As a result, the nethods an% apparatus described herein facilitate

f abri cat iietargalyl depeind¢rd nipni ¢heofy pe cafdwazenalbyiused st typlidadlyt invaerangedofr el i abl e
manner .

approximately 950° Celsius (C) to approximately 1260° C.
In one embodiment, brazing is carried out in a furnace including a controlled
environment, such as a vacuum or an inert atmosphere. Brazing in a controlled
~ environment advantageously facilitates preventing oxidation of the braze alloy and
underlying materials, including the substrate, during heating, and facilitates a more
precise control of part temperature and temperature uniformity. Following heating,
wear coating 110 is fused to either platform 54 or 56, and the braze alloy is permitted
to cool, such that a metallurgical bond is formed against the underlying material thus
retaining wear coating 110 against rub surface 112 or 113. In another exemplary
embodiment, wear coating 110 is pre-sintered to remove a wear coating binder and

-6-




Exenpl ary enbodi nents of conbinations of gas turbine engi ne conponents and
wear coatings are described above in detail. The conbi nations are not
limted to the specific enbodi nents described herein, but rather,
conponents of each conbination may be utilized independently and
separately from ot her conponents described herein. Each conbination
conponent can al so be used in conbination with other system conponents.

Wil e thep!n%é(s%%hdeﬁwifﬁﬁ%?g&tﬂ@%%' et%r E&u}ag rﬂ'&s‘%ﬂen"ﬁf% A {?ﬁ@es%}fﬁée

enbodi nen ose the ar recogni ze nventi on

can be prHQtdrdes uvihg Fesistanod Wekladol fonexsinigld.n the spirit and scope of the
claims. WHAT IS CLAIMED IS: 1. A vane sector (50) for a gas turbine engine

(10), said vane sector_conprisin at | east one ajrfoil_ vane (52) at
| east onelff B @W%%ﬂ?e%heé%@éa‘(lg@@?) anply B iRVeRT-FPBIE 1 4Rk SUERREs Sf\Rear

coating g oht@z})]taéxﬂrﬂsng)a depasy tb‘?&e(ﬁa%éatﬁgt el d%géxﬁ’l%seg'f e ;ﬁ’lgiela{l)( QOf said

pl atform su d wear coating Is Cross on predefi ned

area ( 118ongfonestasudfapt atifhorespdiero harizbnpdlat The wdas cbatigechnt be appliedai r f oi |
vane. 2. A vane sector  (50) .in accordance with Claim 1 wherein said wear
coating (HRUL CXERIHVE §19§fa auqnefaat thgpweargroatingrempaisod; the dlegign acagwiils 5

sel ect ed r@{aﬁﬁng( bitfonsBhaSRidandd! BEREMN b Me coating. The methods described

herein also facilitate eliminating the requirement for a separate wear resistant coating

application step prior to brazing the turbine components.

The above-described methods and systems for applying a wear coating on a selective
area of a turbine engine component is cost-effective and highly reliable for facilitating
coating a portion of a component where a coating is desired and for facilitating
preventing the coating from contacting a portion of the component where a coating is
not desired. As a result, the methods and apparatus described herein facilitate

fabrication and maintenance of components in a cost-effective and reliable manner.

Exemplary embodiments of combinations of gas turbine engine components and wear
coatings are described above in detail. The combinations are not limited to the specific
embodiments described herein, but rather, components of each combination may be
utilized independently and separately from other components described herein. Each
combination component can also be used in combination with other system

components.

While the invention has been described in terms of various specific embodiments,
those skilled in the art will recognize that the invention can be practiced with

modification within the spirit and scope of the claims.




3. A vane sector (50) in accordance with Caim2 wherein said platform(54)
conprises a rub surface (112) and said wear-tape material (110) is
deposited (102) onto said rub surface. 4. A vane sector (50) in accordance
with Claim2 wherein said wear-tape material (110) conprises a |ength
(120), a width (122), and a thickness (124) that are variably selected
based on a planned coating area (118) size. 5. A vane sector (50) in

accor danc i aeh yderein said a wear coating material (110) is
adhesi ve|‘$/%%s gtto a sﬁgr]f ace (112) of said platform(54). 6. A vane

sector (SO in accordance with Caim1l1 wherein said wear coating nateri al
(110) i s Ipre- sA mbmersediop (300 fortacgad @pbime engige (100, Xpidsane sevtarcompesing,g nmat eri al
onto a selected area (114) of said platform(54). 7. A vane sector (50) in
accordance wi th rein said platform (54) conprises a planned
coating a‘a?éeéwt(oi’fgr?mg]\’?ﬂ‘e d coating material (110) and said coating
material is brazed (106) to said platformat a pre-selected tenperature

such tha&tle%@ﬂdile\fﬁ’élforﬁqgn) mzém%)n@%alaIa%@ogn@naﬁidvel y beyond said planned
coating area. - . A vane sector (50) in accordance with Caim1l wherein

sai d vane sector Conprlses
a wear coating material (110) deposited (102) onto a selected area (114) of said

platform such that said wear coating is bonded across only a predefined area (118) of

said platform when said platform is brazed to said airfoil vane.

2. A vane sector (50) in accordance with Claim 1 wherein said wear coating (110)
comprises a wear-tape material deposited (102) onto a selected area (114) of said

platform (54).

3. A vane sector (50) in accordance with Claim 2 wherein said platform (54)
comprises a rub surface (112) and said wear-tape material (110) is deposited (102)

onto said rub surface.

4. A vane sector (50) in accordance with Claim 2 wherein said wear-tape material
(110) comprises a length (120), a width (122), and a thickness (124) that are variably

selected based on a planned coating area (118) size.

5. A vane sector (50) in accordance with Claim 1 wherein said a wear coating

material (110) is adhesively bonded to a surface (112) of said platform (54).

6. A vane sector (50) in accordance with Claim 1 wherein said wear coating
material (110) is pre-sintered prior to depositing (102) said wear coating material onto

a selected area (114) of said platform (54).

7. A vane sector (50) in accordance with Claim 1 wherein said platform (54)
comprises a planned coating area (118), and said coating material (110) and said
coating material is brazed (106) to said platform at a pre-selected temperature such

that said wear coating does not flow extensively beyond said planned coating area.

-8-




a plurality of airfoil vanes (52); a plurality of platforns (54) brazed
(106) to said plurality of airfoil vanes; and a wear coating material (110)
deposited (102) onto a selected area (114) of each said platform said
wear coating is bonded across a predefined area (118) of each said

pl at f orm when each said platformis brazed to said airfoil vanes. 9. A gas
turbi ne engine (10) conprising: a plurality of vane sectors (50), each said

vane sect@r CONpEi,sidag 4 f pi kv ) ne
iacform 54) breeed T eod7) b EorRafe Ml Cldm PR id bl R
mat eri al dobd@isedeposited (102) onto a selected area (114) of said

platform said wear coating is bonded across a predefined area (118) of

said platfarm. when said platformis brazed to said airfoil vane. 10. A gas
t ur bi ne éﬁ@?ﬁ@“@i rfoifv g&%éance with daim9 wherein said wear coating

(110) conprises a wear-tape material deposited onto a selected area (114)
of said phakfief o8 flaforms (54) brazed (106) to said plurality of airfoil vanes; and

a wear coating material (110) deposited (102) onto a selected area (114) of each said
platform; said wear coating is bonded across a predefined area (118) of each said

platform when each said platform is brazed to said airfoil vanes.
9. A gas turbine engine (10) comprising:

a plurality of vane sectors (50), each said vane sector comprising:
at least one airfoil vane (52);

at least one platform (54) brazed (106) to said airfoil vane; and

a wear coating material (110) deposited (102) onto a selected area (114) of said
platform; said wear coating is bonded across a predefined area (118) of said platform

when said platform is brazed to said airfoil vane.

10. A gas turbine engine (10) in accordance with Claim 9 wherein said wear coating
(110) comprises a wear-tape material deposited onto a selected area (114) of said

platform (54).




