Description Method of Coating A Surface OF A Track Conponent As Well As A
Track Conponent The invention relates to a nethod of coating a surface of a
track conponent having an al um num containing coating by nmeans of an arc
sprayi ng process. The invention also relates to a track conponent, such as
a switch conmponent, with an alum num containing coating applied by an arc
sprayi ng process. A slide chair is known fromDE 38 05 963 A2 in which a
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A sectional rail for a monorail having a bearing surface which is horizontal in cross
section and to which a metal is applied by a flame spraying or arc spraying process can
be found in DE 38 41 044 C2. The metal surfacing in that case comprises an
adherence layer and a wear layer which contains 10% to 25% chromium. The
adherence coating itself is preferably composed of 60% to 90% nickel and 10% to 40%
aluminum. The thickness of the metal coating can be between 0.3 mm and 5 mm.

The disadvantage of a corresponding metal coating applied by an arc spraying process
is that it is double-layered, the sliding and abrasive wear not being substantially
increased in comparison to those coatings consisting of molybdenum which are applied
by flame spraying, yet are single-layered.

The present invention is based on the problem of further developing a method of
coating a surface of a track component as well as the track component itself in such a
way that a coating can be formed in a technically simple manner, the coating having a
high resistance to sliding and abrasive wear and, in particular, a high corrosion
resistance to atmospheric electrolytes such as e.g. salt water or de-icing agents. A
good adherence should also be provided.

According to the invention, the problem is substantially solved, by a method of the
aforementioned type, in that aluminum and silicon are applied to the surface in a ratio



to silicon. The thickness of the coating conprising or containing alum num
and silicon should be between 0.2 mmand 2 nmm in particular in the range
between 0.8 nmand 1.5 nm A good adhe%_ence was shown when the coating was
applied to a high-strength steel such s St 52. According to the invention,
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U where 30 V< Us50V, inparticular U 40 V, should be set between the

spray wires. To melt the alumnumand silicon, a current |, where 200 /A
Cost-related advantages also result in comparnson to e.g. nickel and aluminum or

molybdenum substances, which are used according to the state of the ant.

Atrack component such as a switch component or switch locking parts having a coating
containing aluminum applied by an arc spraying process is distinguished in that this
coating comprises or contains aluminum and silicon in a ratio of 3.2 < Al Si < 4:1,in
particular, wherein aluminum is in a ratio of 3:1 to silicon.

in this case, a sheathed wire having a sheathing of aluminum and powdered silicon
incorporated therein is preferably used as spray wire for the arc spraying process.
Furthermore, the melted aluminum and silicon should be applied to the surface at a
feed pressure of 2 to 4 bar cver atmospheric pressure to obtain the desired adhesion.
The coating should thereby be applied to the surface with a thickness d of 0.2 mm < d
< 2 mm, preferably 6.8 mm < d < 1.5 mm.

The sheathed wire serving as the spray wire is conveyed to the arc with a wire feed rate
V, where 1 mfsec. < V < 15 m/sec., preferably 6 m/sec. < V < 8 m/sec., whereby a
voltage difference U, where 30 V < U < 50 V, in particular U = 40 V, should be set
between the spray wires. To melt the aluminum and silicon, a current |, where 200 /A
< | < 600 A, in particular 250 A < | < 500 A, shouid flow between the spray wires.




s |1 <600 A in particular 250 A .<_ | s 500 A, should flow between the
spray wires. -3 Further details, advantages and features of the invention
can not only be found in the clains, the features found in said clains,
al one or in conbination, but also in the follow ng description of a
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The spray wires 18, 20 are sheathed wires having a sheathing consisting of aluminum
with powdered silicon therein. The ratio of aluminum and silicon is thereby set in such
a way that the spray jet 26 has a composition of aluminum and silicon in the ratio of
between 3:2 and 4:1, in particular 3:1.

As aresult, the coating 28 obtains a high resistance to sliding and abrasive wear as well
as a high corrosion resistance to atmospheric etectrolytes such as salt water and de-
icing agents. Furthermore, a high adherence results on the surface of the slide chair.

The sheathed wires or spray wires 18, 20 are fed to the arc 22 via the feed device 14,
16 at a velocity of, in particular, 30 mm/sec. < V < 100 mm/sec.



16 at a velocity of, in particular, 30 misec. <V < 100 mm sec. 4 Patent
Cl ai ns Met hod of Coatr ng A Surface OF A Track Conmponent As Well As A Track
Conmponent A nethod of coating a surfaceqof a track conponent with a coating
containing an alum num by nmeans of an arc spraying process, characterized
in that alum numand silicon are applied to the surface in a ratio of 3:2 <

Al Si < 4:1 by an arc spraying process. 2. The nethod according to claim
1, <characterized in that tr@éwﬂjélﬁlmﬁand silicon are applied in a ratio of

Al . Si = 3:1. 3. The nethod according to claim1l, <characterized in that a
sheathed wire having a sheathing of alum num and powdered silicon
incorporated by it is used as spray wire for the arc sprayi ng process.
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and sil sSurface at a reed pressure
over atnospheric pressure 5. The met hod according to claiml,

characterized in that the coating i's applied to the surface with a thickness
d of 0.2 mm< mMm< d referably 0.8 nm < < 1.5 mm 6, The

met hod dccor db Agthed of %rraﬂre as efteetr?%%pmﬁt)tt%ttw'thneceﬁm pdalingan as
spray wires aa'r@mtrﬂﬂn rhé@n@"oﬁaﬁtar@s\t)t%&;g pez;te»sel ocity of 1 msec. <_V <_

15 ni sec. < V sec. 7. The nethod according to
claim 3, Ff'g‘:é‘g'q ﬂ’aihat
aIumrnum and silicon are applied to the surface in aratio of 3:2 < Al: Si < 4:1 by
an arc spraying process.

2. The method according to claim 1,
characterized in that
the aluminum and silicon are applied in a ratio of Al : Si = 3:1.

3. The method according to claim 1,
characterized in that
a sheathed wire having a sheathing of aluminum and powdered silicon
incorporated by it is used as spray wire for the arc spraying process.

4, The method according to claim 1,
characterized in that
the melted aluminum and silicon are applied to the surface at a feed pressure
of 2 to 4 bar over atmospheric pressure.

5. The method according to claim 1,
characterized in that
the coating is applied to the surface with a thickness d of 0.2 mm < mm < d ¢ 2
mm, preferably 0.8 mm < d < 1.5 mm.

6. The method according to claim 3,
characterized in that
the sheathed wires as spray wires are fed to the arc at a wire feed velocity of 1
m/sec. < V < 15 m/sec., preferably 6 m/sec. < V < 8 m/sec.

7. The method according to claim 3,
characterized in that



-5 a voltage difference U where 30 V< U<50V, in particular Ur 40 V. is
set between the spray wires. 8. The nmethod according to claim 3,
characterized in that a current 1, where 200 A< 1 < 600 A in particular
250 A< | < 500 A flows between the spray wies in order to nelt them
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characterized in that the track conponent (10) is a slide chair or switch
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hi gh-strength steel St 52. 14. The track component according to claim?9,
charact gri ze\ Bk hmpdifertAabh "ch28d o Swicts (B PR tHdl%hg an aluminum-

containing coating (28) applied by an arc spraying process,

characterized in that

the coating (28) comprises or contains aluminum and silicon in a ratio 3:2 < Al

:Si< 41,

10.  The track component according to claim 9,
characterized in that
the track component (10) is a slide chair or switch lock.

11.  The track component according to claim 9,
characterized in that
the coating of aluminum and silicon is applied to the track component (10) in the
ratio 3:1.

12.  The track component according to claim 9,
characterized in that
the coating (28) has a thickness d, where 0.2 mm < d < 2 mm, preferably 0.8
mm < d < 1.5 mm.

13. The track component according to claim 9,
characterized in that .
the coating (28) is applied to a high-strength steel St 52.

14. The track component according to claim 9,
characterized in that the coating (28) is a single coating.



