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1
THIN COATINGS FOR HYDRAULIC
COMPONENTS

TECHNICAL FIELD

The present disclosure relates to formation of hydraulic
components. More specifically, the present disclosure relates
to coating hydraulic rods and/or cylinders with thin coatings.

BACKGROUND

Machines are in widespread use in construction, mining,
paving, forestry, and other similar industries. These
machines are used to perform various tasks, such as lifting,
moving, dumping etc. of materials, such as dirt. As a result,
these machines are commonly outfitted with work imple-
ments, or tools. Tools on machines often include and/or are
manipulated by hydraulic systems. The hydraulic systems
generally include a cylinder and a piston, or rod, positioned
within the cylinder. The hydraulic system is controlled to
perform actions by modulating a pressure of a fluid within
the cylinder to cause the rod to extend out or retract into the
cylinder. The pressure within the cylinder is increased or
decreased by using a pump and release mechanism to
pressurize or depressurize the hydraulic fluid. As such, the
components of the hydraulic system is subjected to high
pressures inside the cylinder.

Hydraulic systems often operate in harsh ambient condi-
tions, such as in heat, cold, and/or wet conditions. Harsh
operating ambient also accelerates the wear and tear on
hydraulic components. For example, operating in the pres-
ence of moisture leads to oxidation of the rod, leading to
sticking and oil leaking issues when the rod moves within
the cylinder of the hydraulic system. In some cases, if the
rod is not coated with a film of sufficient coverage, water and
other oxidizing agents may penetrate through the coating
and result in oxidation of the underlying steel. This leads to
bubbles in the coating and further delamination of the
protective coating on the rod. Additionally, the oxidized sites
on the rod leads to stiction and/or oil leakage during the
operation of the hydraulic system.

An example of providing a protective coating on the rod
of a hydraulic system is described in Chinese Pat. No.
11,033,135 (hereinafter referred to as the 135 patent). The
*135 patent describes a primarily nickel (Ni) coating in the
range of 200 pum to 300 pm. This process may require
multiple coats of the Ni containing material, resulting in a
time-consuming and expensive process. Furthermore, the
process of the *135 patent is specific to the Ni containing
material and does not apply to other types of thinner and
more cost-effective coatings, such as thermal spray coatings
having tungsten-carbide (WC) materials.

Example embodiments of the present disclosure are
directed toward overcoming the deficiencies described
above.

SUMMARY

In an example of the disclosure, a hydraulic component
includes a steel surface and a coating disposed over the steel
surface. The coating includes tungsten carbide (WC) and the
coating has a thickness of less than 100 micrometers (um).
The coating further includes a surface morphology charac-
terized by a peak-to-valley depth (Rz) of 2 um or less. The
coating is still further characterized by a hardness exceeding
1000 Vickers.
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In another example of the disclosure, a machine includes
a hydraulic component including a steel surface and a high
velocity air fuel (HVAF) thermal spray deposited coating.
The coating has a thickness of less than 100 micrometers
(um). The coating further includes a surface morphology
characterized by a peak-to-valley depth (Rz) of 2 um or less.
The coating is still further characterized by a hardness
exceeding 1000 Vickers.

In yet another example of the disclosure, a method
includes forming a steel component having a steel surface
and grinding the component. The method further includes
depositing, using a high velocity air fuel (HVAF) thermal
spray, a coating over at least a portion of the steel surface,
wherein the coating includes tungsten carbide (WC), cobalt
(Co), and chromium (Cr), and wherein the coating has a
thickness less than 100 um. The method still further includes
polishing the coating to a peak-to-valley depth (Rz) of 2 pm
or less.

BRIEF DESCRIPTION OF DRAWINGS

FIG. 1 is a schematic illustration of an example machine
with one or more hydraulic components formed in accor-
dance with examples of the disclosure.

FIG. 2 is a schematic illustration of an example thin film
coating system to form the hydraulic components of the
machine as depicted in FIG. 1, according to examples of the
disclosure.

FIG. 3 is a flow diagram depicting an example method for
forming the hydraulic components with thin film coatings of
the machine as depicted in FIG. 1, according to examples of
the disclosure.

FIG. 4 illustrates photomicrographs depicting example
powder for depositing the thin film coatings of hydraulic
components of the machine as depicted in FIG. 1, according
to examples of the disclosure.

FIG. 5 is a polished cross-sectional image of an example
component surface with the steel surface and the coating
thereon, according to examples of the disclosure.

FIG. 6 is a sectional illustration and photomicrograph of
an example rod with the thin coating subjected to a bend test,
according to examples of the disclosure.

FIG. 7 illustrates polished cross-sectional photomicro-
graphs of a thin, dense coating, according to examples of the
disclosure, as well as a coating deposited by a conventional
mechanism.

DETAILED DESCRIPTION

Wherever possible, the same reference numbers will be
used throughout the drawings to refer to the same or like
parts. FIG. 1 is a schematic illustration of an example
machine 100 with one or more components formed in
accordance with examples of the disclosure. Although the
machine 100 is depicted as a dozer, it should be understood
that the machine 100 may be of any suitable type, such as
those used in construction, farming, mining, paving, trans-
portation, or the like. In other examples, the machine 100
may be any suitable machine 100, such as, a truck, a mining
truck, a loader, an excavator, a tank, a backhoe, a drilling
machine, a trencher, a combine, or any other on-highway or
off-highway vehicle.

The machine 100 includes a frame 102 on which other
elements of the machine 100 are mounted. The machine 100
includes a propulsion system 104, such as a track chain
assembly, as shown. Alternatively, the machine 100 may
have any other suitable type of propulsion system 104, such
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as wheels and tires. The machine 100 further includes an
engine 106, such as an internal combustion engine using
hydrocarbon fuels. Alternatively, the machine 100 may be an
electrically powered machine. The machine 100 includes an
exhaust system 108 and/or one or more work systems 110
with cutting edges 112 that are movable by one or more
hydraulic systems 114. The machine 100 also includes a
transmission system (not shown) that mechanically couples
the engine 106 to the propulsion system 104. According to
examples of the disclosure, any component of the machine
100, including any variety of components of the propulsion
system 104, the engine 106, the exhaust system 108, the
work systems 110, the hydraulic systems 114, the transmis-
sion, etc., may be formed by the processes disclosed herein.
Additionally, any of the aforementioned components of the
machine 100 may have the structure and the resultant
material properties as disclosed herein, when formed by the
processes disclosed herein. The machine 100 may include
any variety of other suitable components not discussed
herein that may be formed according to the coatings and
processes disclosed herein. For example, some machines
100 may include a suspension system coupling an axle to the
frame 102. Such suspension systems may include spring and
damper units that dampen ground forces by fluidic mecha-
nisms similar to the hydraulic systems 114.

The hydraulic system 114 includes a cylinder 116, as
shown in sectional view, and a piston 118 that is rigidly
coupled to a piston rod, or rod 120. The piston 118 and rod
120 are movably coupled to the cylinder 116. The piston 118
is mechanically coupled to the work system 110 to perform
work tasks, such as lifting dirt or redistributing gravel. The
cylinder 116, piston 118, and/or rod 120, during operation
may have relatively high level of stresses imparted on them,
such as by pressurized hydraulic fluids. Additionally, the
piston 118 and/or rod 120 may impact the cylinder 116
during operation of the hydraulic system 112. Further still,
the rod 120 may slide along portions of the cylinder 116
during operation of the hydraulic system 114, resulting in
frictional forces, such as along the length of the rod 120.
Thus, the cylinder 116 and/or the rod 120 are prone to
tribological failures, such as wear and tear on the outer
diameter of the rod 120. Additionally, due to the conditions
under which they operate, the cylinder 116, piston 118,
and/or the rod 120 may be subject to oxidation and/or other
forms of corrosion. These types of oxidative defects, such as
on the rod 120, may lead to excessive frictional forces,
leakage of lubrication oil, leakage of hydraulic fluid, and/or
other operational failures and/or degradations of the hydrau-
lic systems 114. The processing mechanisms and material
compositions, as disclosed herein, when applied to the rod
120, cylinder 116, and/or the piston 118, results in compo-
nents that are relatively more corrosion resistant than those
covered with hard chrome plating or other, less dense
thermal spray coatings, leading to longer lifetimes and/or
more optimal operations of the hydraulic systems 114.

In examples of the disclosure, the rod 120, piston 118,
and/or the inner diameter of the cylinder 116 may be coated
with a thin, dense coating to protect these components from
oxidation and/or corrosion, as well as to provide an ideal, or
at least improved, surface tropology for the functioning of
the hydraulic system 114. For example, the rod 120 may be
coated with a coating that provides a surface topology that
retains a desired level of surface lubrication on the surface
of the rod 120, such that the rod 120 can move in a
reciprocating, rotating, and/or telescopic manner within the
cylinder 116. Furthermore, the coating may protect the rod
120, or other components of machine 100, from any variety
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of oxidation and/or corrosion. The coating may be more
uniformly coated, contain fewer pinhole defects, provide
superior protection of the underlying steel component to
corrosive conditions, provide improved adhesion strength,
allow for thinner coatings, provide a larger processing
window, provide greater hardness, result in greater durabil-
ity, provide a greater operational lifetime, provide an
improved roughness profile, and/or be coated at a reduced
cost compared to conventional coatings for the rod 120 or
other components of the machine 100. Although the hydrau-
lic system 114 is shown within a dozer, it should be
understood that the hydraulic system 114, as disclosed
herein, may apply to any suitable machine 100. For example,
the hydraulic system 114, with the coatings disclosed herein,
may be used in any variety of trucks, such as off-highway
trucks, mining trucks, or the like. Such hydraulic systems
114 may be used in any suitable application, such as lifting,
suspension, pulling, extension, or the like.

In some cases, conventional coatings on the rod 120 may
have poor and/or incomplete coverage that results in mois-
ture incursion to the underlying steel of the rod 120 and
subsequent oxidation (e.g., formation of rust) on the steel
surface. These surface oxidation locations on the rod 120
may lead to expansion and/or protrusions (e.g., rust bubbles)
on the surface of the rod 120. During operation of the
hydraulic system 114, the oxidation induced protrusion may
be sheared off as the rod 120 moves in and out of the
cylinder 116 while in contact with the cylinder 116. This
shearing of oxidized regions may lead to additional fric-
tional forces during operation of the hydraulic system 114.
Additionally, the increased surface topography resulting
from the oxidation sites may result in additional leakage of
lubricants and/or hydraulic fluid during operation. These and
other issues are avoided and/or mitigated by use of the
coatings and/or processes disclosed herein. Suspension sys-
tem(s) may experience similar failure modes during opera-
tion.

In some cases, components other than those associated
with the hydraulic systems 114 may be coated with the
coatings and the processes disclosed herein. For example,
the cutting edge 112 and/or other components of the work
systems 110 may also be subject to tribologically and/or
thermally harsh operating environments, such as in moving
gravel, picking up stones, redistributing asphalt, etc. In
many cases, the cutting edge 112 is exposed to repeated
impact with hard objects (e.g., rocks) and in some cases may
also be subject to relatively high temperatures (e.g., when
distributing hot asphalt and/or tar, from frictional heating,
etc.). Aspects of the present application enable forming
cutting edges 112 and/or other components of the work
systems 110 with coatings, such as protective coatings, as
disclosed herein. This may allow the cutting edge 112 to
have a longer lifetime in use. The engine 106 may include
a variety of components that can also be enhanced with the
coatings and/or processes, as disclosed herein, to improve
the surface properties and/or lifetime of those components.

As another example, the propulsion system 104 may
include one or more components, such as track shoes and
bushings, that may be exposed to harsh environments with
high levels of stresses and frictional forces imparted thereon.
For example, the track shoes engage the ground, or other
surface, and propel the machine 100 thereon. Thus, the track
shoes hold the weight of the entire machine 100, which can
be on the order of 10’s or even 100’s of tons, as it travels
over an abrasive surface. Similarly, the bushings grind, with
extremely high loading, against other metallic components
of the propulsion system 104. This can lead to a variety of
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issues, such as cracking, galling, and/or other defects. The
propulsion system 104, in the form of a track propulsion
system, includes other components, such as rolling ele-
ments, sprockets, front idlers, rear idlers, track rollers, etc.,
that operate under harsh conditions where heavy loads
and/or high levels of abrasion are imparted thereon. Thus,
the propulsion system 104 may include a variety of com-
ponents that can also be enhanced with the coatings and/or
processes as disclosed herein to improve the durability
and/or lifetime of those components. Further still, the coat-
ings and processes disclosed herein may be applied to
components of suspension system(s), such as suspension
systems of trucks (e.g., mining trucks).

According to examples of the disclosure, the rod 120
and/or other components of the hydraulic system 114 and/or
the machine 100 may be coated with a coating deposited
using a thermal spray. This thermal spray may include a high
velocity air fuel (HVAF) process that generates powder
temperatures and velocities that are, respectively lower and
higher than a more conventional high velocity oxygen fuel
(HVOF) process. In example embodiments, the HVAF pro-
cess may use a powder feedstock that provides a tungsten-
carbide (WC) containing coating. In some cases, the coating
may further include cobalt (Co) and/or chromium (Cr). For
example, the powder feedstock may be approximately 86%
WC by weight and Co and Cr as the remainder. For example,
the composition of the powder feedstock, as well as the
coating, may be approximately 86% WC by weight, 10% Co
by weight, and 4% Cr by weight. In other cases, the WC
content may range from about 50% by weight to about 95%
by weight. In some examples of the disclosure, the powder
feedstock may be sintered and crushed, such that the WC
particles in the powder are approximately 0.3 um to about
1.5 um in size. In other examples of the disclosure, the
powder feedstock may be sintered and crushed, such that the
WC particles in the powder are approximately 0.5 pm to
about 1 um in size. Although the discussion herein may
focus on WC based coatings, it should be understood that
any suitable coating, such as Cr based, Ni based coatings,
chromium carbide (Cr,C;) coatings, Stellite alloy coatings,
high-Cr/Ni stainless steel alloy coatings, etc., may be used
in accordance with the disclosure herein.

The coating may be provided using HVAF thermal spray
on the rod 120 with a thickness in the range of about 15 um
to about 80 um. In other cases, the coating thickness range
may be between about 25 pm to about 60 um. For example,
in some cases, the thickness of the coating may be about 40
um. The coating may have a hardness of approximately 800
Vickers to about 1400 Vickers. In some cases, the coating
may have a hardness in the range of about 1100 Vickers to
about 1300 Vickers. In yet other cases, the coating may have
a hardness in the range of about 1150 Vickers to about 1250
Vickers.

According to examples of the disclosure, the coating may
have a surface finish, as measured by R, and/or R_DIN,; less
than about 2 um. As used herein, R, defines a peak-to-valley
depth, as determined by a surface finish measurement tool,
such as a profilometer, an optical roughness measurement
tools, or the like. As used herein, R, DIN defines an average
peak-to-valley depth of a predetermined number of peaks
and valleys over a predetermined scan length, as determined
by a surface finish measurement tool, such as a profilometer,
an optical roughness measurement tool, or the like. For
example, in some cases, a surface profilometer with a
diamond tip of radius 5 um with seven 0.8 mm cutoff
sampling lengths (total 5.6 mm) and a Gaussian filter may be
used. For example, R, DIN may be defined as the average
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peak-to-valley depth of the top five peaks and bottom five
valleys over a 5.6 millimeter (mm) profilometer scan. In
other words, the R,DIN may be defined as R, DIN={(P1+
P2+P3+P4+P5)-(D1+D2+D3+D4+D5)}/5, where P1, P2,
P3, P4, and PS5 represent the top five peak heights over a
predetermined scan length (e.g., 5.6 mm), and similarly, D1,
D2, D3, D4, and D5 are the bottom five valley heights over
the predetermined scan length. In some cases, the R DIN
metric may be used instead of R, to reduce the effects of any
noise and/or sampling error in scanning the surface topology
of the coating. In some cases, the R, and/or R_DIN of the
coating may be in the range of about 0.6 um to about 1.8 pm.
In other cases, the coating may have a R, and/or R,DIN
value in the range of about 1 um to about 1.4 pm. The
coatings with R, and/or R_,DIN values, as discussed herein,
may result in superior performance in lubricant (e.g., oil)
retention on the surfaces of the components of the hydraulic
systems 114 (e.g., rod 120, cylinder 116, piston 118, etc.),
while reducing the amount of lubricant and/or hydraulic
fluid leakage as the rod 120 is stroked within the cylinder
116.

The rod 120, piston 118, cylinder 116, and/or any other
components of the machine 100 that is coated with a thermal
spray coating, as described herein, may be formed with any
suitable material, such as any variety of steel or other
metallic materials. For example, the rod 120, piston 118,
cylinder 116, and/or any other components of the machine
100 may be formed using American Iron and Steel Institute
(AISI) 4130 steel, AISI 4330 steel, any variety of low-
carbon steel, any variety of medium carbon steel, any variety
of high-carbon steel, any variety of alloy steel, or the like.
The HVAF process, as described herein, for forming the
coating is able to be deposited directly on these materials,
without roughening the component, resulting in reduced
pre-deposition and/or post-deposition processing.

The HVAF process, in example embodiments, differs
from conventional processes like HVOF in that it generates
particles at lower temperatures and higher velocities, which
may combine to yield a denser coating with very high
adhesion strength. Because the HVAF thermal spray pro-
cess, using the powder feedstock described herein, results in
a denser coating, with reduced pinholes therein, the coating
can deliver significantly improved corrosion protection of
the underlying substrate with markedly thinner layers com-
pared to conventional HVOF coating techniques. Addition-
ally, the reduction in the number of different operations in
forming the coating, along with the ability to use thinner
and/or higher quality coatings, results in cost savings com-
pared to conventional techniques for coating the hydraulic
system 114 components.

The HVAF process may also allow relatively high coating
speed, as well as high surface adhesion. In example embodi-
ments, the HVAF process may entail ejecting coating pow-
ders, or feedstock powder, along with air and fuel through a
nozzle. The fuel, such as pressurized propane, propylene,
natural gas, or the like, along with pressurized air may carry
the coating powder in its combustion flame as this mixture
is provided through a nozzle. For example, the coating
powder may be a WC based powder for depositing WC on
the hydraulic system 114 components, such as the rod 120.
Because the HVAF thermal spray process using the powder
feedstock described herein results in a relatively high adhe-
sion strength to the underlying steel surface of the compo-
nent being coated, the component does not need to be
roughened prior to spraying on the coating, unlike with
HVOF processes that typically require a roughening pro-
cess, such as grit blasting.
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Additionally, the HVAF thermal spray process may be
used to deposit a relatively thin coating, such as a layer that
is less than 100 um thick. After coating the component, such
as rod 120, a post-grind process may not be needed due to
decreased coating surface roughness resulting from spraying
onto a smooth surface rather than a rougher surface, as is
typically used when coating using HVOF. Thus, the elimi-
nation/reduction of the pre-roughening process, along with
the elimination/reduction of the post-grinding process, and
further along with the capability to deposit a thinner coating
on the component without reducing corrosion protection
may result in reduced processing time, and therefore,
reduced cost of forming the component with the coating
described herein.

FIG. 2 is a schematic illustration of an example thin
coating system 200 to form the hydraulic components 116,
118, 120 of the machine 100 as depicted in FIG. 1, according
to examples of the disclosure. The coating system 200, also
referred to as HVAF thermal spray coater 200 includes fuel
inlet(s) 202 for one or more fuels used to perform the HVAF
thermal spray process, an air inlet 204, and a powder inlet
206. The HVAF thermal spray coater 200 further includes a
powder-fuel mixing chamber 208, a gas mixing chamber
210, a pre-chamber 212, and combustion chamber 214, and
a nozzle 216.

During operation, any variety of suitable fuel may be
provided to the HVAF thermal spray coater 200 via the fuel
inlet(s) 202. The fuel may be any variety of fuel that can be
combusted in the presence of air and the powder feedstock.
For example, the fuel may include any variety of gas-phase
hydrocarbon fuels, such as propane, propylene, natural gas,
etc. The air may be provided from a pressurized tank via the
air inlet 204. The powder feedstock is provided via the
powder inlet 206. The powder feedstock is described in
greater detail in conjunction with FIG. 4.

The powder feedstock may mix with the one or more fuels
in the powder-fuel mixing chamber 208. This mixture of
powder and fuel flows to the gas mixing chamber 208, where
the powder and fuel mixture further mixes with the air. The
powder, fuel, and air mixture then flows through the pre-
chamber 212, where additional mixing takes place, to the
combustion chamber 214 where the mixture is ignited. This
ignited mixture then flows through the nozzle 216, as a
thermal spray 218. The fuel and air carries the powder in its
stream, as the thermal spray 218 the nozzle 216. As the
thermal spray 218 comes in contact with the surfaces of the
components that are to be coated, the materials in the
powder stick to the surfaces to be coated to provide the
coating.

The coating may be deposited on the component by
scanning or traversing the nozzle 216, such as by moving the
HVAF thermal spray coater 200 in a scanning motion, over
the surface of the of the component regions to be coated.
Alternatively, the regions of the component that are to be
coated may be traversed within the thermal spray 218. For
example, the thermal spray 218 may be scanned over the
outer surface (e.g., outer diameter) of the rod 120 to provide
a coating on the outer surface of the rod 120. As another
example, the thermal spray 218 may be scanned over the
outer surface of the piston 118. As yet another example, the
thermal spray may be scanned over the inner surface (e.g.,
the inner diameter) of the cylinder 116. In some cases, if
geometrical limitations prevent a full scale scanned of the
surface to be coated, as may be the case for the cylinder 116,
the thermal spray 218 may be provided as close to as
possible to the surface to be coated. For example, the
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thermal spray may be provided at one of the open ends of the
cylinder 116 to enable coating the inner surface of the
cylinder 116.

With the HVAF thermal spray process the lower thermal
spray flame and particle temperatures promote good adhe-
sion between the materials in the powder feedstock and the
underlying steel surface of the component. Because of the
good adhesion characteristics, the HVAF thermal spray
process may obviate the need for grit-blasting the compo-
nent surface prior to coating. Grit-blasting is often needed
with conventional coating techniques, such as HVOF, to
roughen the surface of the component to promote adhesion
of the coating to the roughened steel surface of the compo-
nent. Moreover, applying the HVAF coating directly onto a
smoother, non-roughened surface results in lower roughness
of the as-sprayed HVAF coating surface after deposition,
which can decrease the amount of grinding or polishing time
required to achieve a desired surface finish, as compared to
conventional coating techniques, such as HVOF. Thus, the
elimination of the grit-blasting process, resulting from the
disclosure herein, reduces the cost of coating machine 100
components that manifest in reduced cost of the end com-
ponents.

When grit-blasting is used in conventional techniques for
providing protective coatings, the steel surface is often
roughened in a non-uniform manner. Additionally, grit often
gets embedded on the steel surface of the components. To
compensate for such surface non-uniformities, conventional
techniques often provide a much thicker coating than what
is need for the techniques disclosed herein. For example, in
conventional techniques, coating thicknesses may be around
300 um or more. The thicker coatings used in conventional
techniques are then ground back to provide an adequate
surface uniformity and smoothness. For example, the coat-
ing, using conventional techniques may be ground back to
about 180 pm or so. The techniques disclosed herein provide
the ability to deposit the coating directly on the smooth steel
surface of the component without a pre-roughening process
(e.g., grit-blasting). As a result, thinner coatings can be
deposited, as disclosed herein, such as under 100 um, and as
low as 15 pum or so. Additionally, since the pre-roughening
and the post-grinding processes are not performed, this
techniques described herein result in cost savings compared
to conventional techniques.

The coating, as disclosed herein, allows for desired levels
of surface finish, hardness, density, and strain tolerance. A
polishing step, rather than a grinding step used with con-
ventional processes, provides desired R, and/or R, sur-
face morphology of less than 2 um. The composition of the
coating, as disclosed herein, provides preferred levels of
hardness exceeding 800 Vickers, and in some cases, exceed-
ing 1300 Vickers. Additionally, the coating, as disclosed
herein, has a fine grain structure as a result of the HVAF
coating process and preferential feedstock powder size,
microstructure and composition. This allows for a denser
film that can adequately protect the underlying component
with a thinner coating thickness. The thinner coating pro-
vides various advantages compared to conventional coating
films. The substantial mismatch in the elastic modulus
between the steel of the component and the coating results
in strain and/or stress induced defects during use, such as
chipping or delamination, especially if bending stresses are
generated within the coated component. By using a thinner
coating, the strain tolerance is improved in the machine 100
components disclosed herein. Furthermore, the fine-grain
structure of the coating allows for superior sealing perfor-
mance compared to conventional coating techniques. For
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example, the rod 120 rod with the coating, as disclosed
herein, provides greater than 100 hours of sealing protection
and low leakage of lubricant and/or hydraulic fluid during
operation.

FIG. 3 is a flow diagram depicting an example method for
forming the hydraulic components with thin film coatings of
the machine as depicted in FIG. 1, according to examples of
the disclosure. The method 300 may be performed using any
suitable component, as discussed herein. In examples of the
disclosure, the component may be any variety of compo-
nents associated with the hydraulic systems 114, such as the
cylinder 116, piston 118, and/or rod 120. In other examples,
the components may be any other part of the machine 100,
such as components from the engine 106 and/or the propul-
sion system 104. In some examples, the method 300 may be
applied to components (e.g., cylinder, strut, etc.) of suspen-
sion systems, such as suspension systems of trucks.

At block 302, the component is formed with steel. This is
a formation of the component, such as the cylinder 116, the
piston 118, the rod 120, etc., prior to subsequent processing.
The component may be formed using any suitable type of
steel, such as AISI 4130 steel, AISI 4330 steel, low alloy
steel, any variety of low-carbon steel, any variety of medium
carbon steel, any variety of high-carbon steel, any variety of
alloy steel, or the like. The component may be formed by
any suitable mechanism such as any suitable hot formation
mechanism and/or machining technique. For example, any
type of casting, rolling, hot rolling, cold rolling, extrusion,
combinations thereof, or the like may be used to form the
rough component. Additionally or alternatively, the rough
component may be formed by any variety of machining
techniques suitable for forming the component, such as any
type of shaping, turning, milling, drilling, grinding, chisel-
ing, lathing, and/or other machining techniques.

The component, during rough formation, may be any
suitable crystal structure, such as ferrite, pearlite, bainite,
cementite, martensite, and/or austenite. In some cases, the
starting steel may have a relatively high level of relatively
softer ferrite and/or pearlite crystal structure. The initial low,
medium, or high carbon steel may be relatively soft and
ductile, allowing for easier formation of the rough compo-
nent, such as the cylinder 116. For example, the steel may
have an initial hardness in the range of about 35 HRC to
about 50 HRC. In some cases, if the starting steel is not
sufficiently soft, then a tempering process may be per-
formed. In examples, the tempering process may be con-
ducted at an under the carbon-steel eutectic temperature for
a multi-hour anneal prior to forming the rough component.
For example, the steel may be held at 200° C. for 3 hours to
temper the steel prior to rough forming the component. The
temperature and/or time ranges here, and throughout the
disclosure, are examples, and temperatures and time periods
shorter or longer may be used in accordance with examples
of the disclosure.

At block 304, the component is hardened. After forming
the shape of the component, the component may be sub-
jected to any variety of operations to provide a suitable
hardness, grain structure, and/or stress/strain profile. For
example, any variety of hardening operations may be per-
formed, such as a furnace heating and quenching process to
harden the steel. Alternatively, other surface hardening
operations, such as carburization, hardfacing, or the like may
be performed. As a result of any post-formation hardening
techniques, the hardness of the surface regions of the com-
ponent may be in the range of about 45 HRC to about 65
HRC. For example, the component, such as the rod 120, may
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have a hardness of about 56 HRC. After hardening, the
crystal structure of the component may be primarily mar-
tensitic and/or austenitic.

In some cases, an induction heating operation is per-
formed for case hardening the component. The induction
heating process may be performed on the surface of the
component. For example, in the case of the cylinder 116,
induction heating may be performed from the inner surface
within the cylinder 116. The induction heating process may
heat a relatively small depth from the surface of the com-
ponent to temperatures that harden the steel. After induction
heating, the component may be quenched, such as by forced
air quenching, oil quenching, or the like, to harden a region
proximal to the surface of the component. The depth of the
hardening, in some cases, may be about 2 mm to about 5 mm
in from the surface of the component. Thus, the component
may have a hardness profile such that the region proximal to
the surface is relatively hard and the rest of the component
is relatively soft compared to the surface. Additionally, the
relatively hard portion of the component and the rest of the
component have substantially the same carbon concentra-
tions and composition. In some examples, the hard portion
of the component at the surface may be under compressive
stress, while the rest of the component may be under tensile
stress. The hardness of the surface of the component, after
the hardening process may be in the range of about 45 HRC
to about 65 HRC. For example, the component, such as the
cylinder 116, may have a hardness of about 56 HRC.

At block 306, the component is pre-ground. This pre-
grinding process may be optional and may result in the
component being ground to a controlled dimension and
form. In some cases, this pre-grind may smoothen the
surface of the component, removing any roughness that may
have resulted from the component formation and/or hard-
ening processes.

At block 308, the component is coated with the coating by
using the HVAF thermal spray process. The HVAF thermal
spray process combined with the powder feedstock, dis-
closed herein, provides the preferential material, structural,
and process properties discussed herein. As discussed in
conjunction with FIG. 2, the coating may be deposited on the
component by scanning or traversing the nozzle 216 relative
to the surface of the of the component to be coated. In this
way, the materials in the powder feedstock stick to the
surface of the steel of the component to form the coating.

The HVAF thermal spray process may use a powder
feedstock that provides a WC containing coating. In some
cases, the coating may further include Co, Cr, and/or any
other suitable material. For example, the powder feedstock
may be approximately 86% WC by weight and Co and Cr as
the remainder. For example, the composition of the powder
feedstock, as well as the coating, may be approximately 86%
WC by weight, 10% Co by weight, and 4% Cr by weight. In
other cases, the WC content may range from about 50% by
weight to about 97% by weight. In some examples of the
disclosure, the powder feedstock may be sintered and
crushed, such that the WC particles in the powder are
approximately 0.3 pm to about 1.5 pm in size. In other
examples of the disclosure, the powder feedstock may be
sintered and crushed, such that the WC particles in the
powder are approximately 0.5 um to about 1 um in size.
Although the discussion herein may focus on WC based
coatings, it should be understood that any suitable coating,
such as Cr based, Ni based coatings, Cr,C; coatings, Stellite
alloy coatings, high-Cr/Ni stainless steel alloy coatings etc.,
may be used in accordance with the disclosure herein.



US 11,859,290 B2

11

The coating may be provided using HVAF thermal spray
on the component with a suitable thickness, such as less than
100 um. For example the coating may be deposited in the
range of about 15 pm to about 80 um. In other cases, the
coating thickness range may be between about 25 um to
about 60 um. For example, in some cases, the thickness of
the coating may be about 40 um. It may take approximately
5 minutes to about 20 minutes to coat the component,
depending on the area of the surface to be coated. In some
cases, the time need to coat the surface of the component
may be 10 times, or more, faster than conventional tech-
niques, such as HVOF.

Due to the hardness of WC, the coating may have a
relatively high level of hardness. For example, the coating
may have a hardness of approximately 800 Vickers to about
1400 Vickers. In some cases, the coating may have a
hardness in the range of about 1100 Vickers to about 1300
Vickers. In yet other cases, the coating may have a hardness
in the range of about 1150 Vickers to about 1250 Vickers.

At block 310, the component is polished. The polishing
process can be performed by any suitable mechanism, such
as tape polishing. For example, a 20 pm diamond superfin-
ishing tape/belt may be used to polish the surface of the
component. Due to the relatively high as-deposited smooth-
ness, only a few passes of the tape may be needed to polish
the surface of the component. In other words, the polish may
be a relatively quick and inexpensive process compared to
what is needed for conventional techniques of depositing the
coating.

After the polish operation, the coating may have a surface
finish, as measured by R_ and/or R,DIN, less than about 2
um. In some cases, the R, and/or R, of the coating may
be in the range of about 0.6 um to about 1.8 um. In other
cases, the coating may have a R, and/or R,DIN value in the
range of about 1 um to about 1.4 pm. The coatings with R,
and/or R, DIN values, as discussed herein, may result in
superior performance in lubricant (e.g., oil) retention on the
surfaces of the components of the hydraulic systems 114
(e.g., rod 120, cylinder 116, piston 118, etc.), while reducing
the amount of lubricant and/or hydraulic fluid leakage as the
rod 120 is stroked within the cylinder 116. In general, the
HVAF thermal spray process, with a smoother surface, may
allow for a greater process window for the polish process
compared to conventional techniques, such as HVOF.

It should be appreciated that the method 300 does not
include a roughening (e.g., grit blasting) operation prior to
HVAF thermal spray coating of the component, as is often
used with conventional techniques. Furthermore, because a
relatively thick coating was not deposited, as is often the
case with conventional techniques, a post-grind process is
also not needed. The elimination of these relatively time-
consuming operations, may reduce the cost of manufactur-
ing the component, as described herein, relative to conven-
tional methods of manufacturing these components.
Additionally, the method 300 results in components with
preferred surface morphology, hardness, and stress profiles,
compared to conventional techniques.

It should be noted that some of the operations of method
300 may be performed out of the order presented, with
additional elements, and/or without some elements. Some of
the operations of method 300 may further take place sub-
stantially concurrently and, therefore, may conclude in an
order different from the order of operations shown above.

FIG. 4 illustrates photomicrographs depicting example
powder 400, 402, 404, 406 for depositing the thin film
coatings of hydraulic system 114 components of the
machine 100 as depicted in FIG. 1, according to examples of
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the disclosure. As shown, the powder 400 includes approxi-
mately 86% WC by weight, 10% Co by weight, and 4% Cr
by weight, and is processed by spray drying of agglomerated
WC, Co and Cr particles, as observed by the relatively round
shape of the powder feedstock, and subsequently sintered.
Powder 402 is the same powder feedstock as powder 400,
but the powder 400 is polished to show cross-sectional
views of the powder 402. The agglomerated and sintered
powder 400 may be used in the HVAF thermal spray
operation, such as the operation of block 308 of FIG. 3, to
provide the coating with the properties as discussed herein.

Powder 404 shows the same powder feedstock at powder
400, In other words, the powder 404 includes approximately
86% WC by weight, 10% Co by weight, and 4% Cr by
weight, but the powder 404 is processed by sintering
together a pressed mixture of WC, Co and Cr particles to
form a dense monolith, followed by crushing of the sintered
monolith by any suitable mechanism, such as between
rollers imparting compressive and/or shear forces to form
the dense, angular particles shown in 404. Powder 406 is the
same powder feedstock as powder 404, but the powder 406
is polished to show cross-sectional views of the powder 404.
The sintered and crushed powder 404 may be used in the
HVAF thermal spray operation, such as the operation of
block 308 of FIG. 3, to provide the coating with the
properties as discussed herein. Both the agglomerated and
sintered powder 400 and the sintered and crushed powder
404 are suitable for forming the dense coating with high
adhesion strength, as disclosed herein.

FIG. 5 is a cross sectional illustration of an example
component 500 with the steel surface 502 and the coating
504 thereon, according to examples of the disclosure. As
shown the interface between the steel surface 502 and the
coating 504 is smooth. The coating 504 is very dense and has
relatively few pinhole defects, if any. This film allows for
long protection times against corrosion and/or oxidation. For
example, the component 500 may have a lifetime of 1000
hours or more in either neutral or acetic acid salt spray
testing with this relatively high-quality coating 504. In some
cases, the component 500 may have a lifetime of 3000 hours
or more in the field. In other cases, the component 500 may
have a lifetime of 6000 hours or more in the field.

FIG. 6 is an example rod 600 with the thin HVAF coating,
according to examples of the disclosure, subjected to a bend
test. The rod 600, with a 380 mm length and 38 mm
diameter, is subjected to a force of 100 kiloNewtons (kN),
resulting in a 7 mm deflection of the rod 600. The schematic
view of the bent rod 602 and photograph of the bent rod 604
are shown. Even with this level of bending, the coating 606,
as deposited according to the disclosure herein, is com-
pletely adhered to the underlying steel 608 of the rod 600.

FIG. 7 illustrates cross sectional views of a thin HVAF
coating 700, according to examples of the disclosure, depos-
ited directly onto an existing coating 702 deposited by
conventional mechanisms. The coating 700 is denser and has
fewer openings and/or defects therein compared to coating
702. It should be understood that the superior coating 700
can be fabricated using the material compositions, powder
feedstock, and/or the processes disclosed herein. The com-
ponent coating 700, as fabricated may provide enhanced
resistance to corrosion and/or oxidation, particularly when
the component is operated in harsh conditions (e.g., acidic
conditions, oxidative environments, etc.). Additionally, the
coating 700 provides advantageous surface morphology for
lubrication, high hardness, and high levels of adhesion to the
underlying steel.
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INDUSTRIAL APPLICABILITY

The present disclosure describes systems, structures, and
methods to coat components of machine 100, such as
components of the hydraulic system 114. The components of
the hydraulic system 114 may include, for example, a
cylinder 116, a piston 118, and/or a rod 120. The coating
may be provided on the component of the machine 100 to
provide a hard protective layer that prevents and/or reduces
oxidation and/or corrosion of the steel with which the
component is formed. The coating also provides a preferred
surface morphology that promotes adhesion of lubricants on
the surface of the component, while reducing the leakage of
oil and/or hydraulic fluids. The coatings and the processing
thereof, as disclosed here, using HVAF thermal spray pro-
vides a dense coating with strong adhesion strength to the
underlying steel of the component, compared to conven-
tional HVOF techniques. Furthermore, the HVAF based
coatings result in the elimination and/or reduction of pro-
cessing steps that lead to a reduction in the cost of providing
this protective coating on the surface of the components.

As a result of the systems, apparatus, and methods
described herein, parts of machines 100, such as cylinder
116, piston 118, and/or rod 120, may have a greater opera-
tional lifetime. For example, the hydraulic system 114
components described herein may have greater service life-
time than traditional hydraulic system 114 components that
do not have the protective coating, as described herein. In
some cases, components, such as the rod 120, may allow for
a significant improvement in the wear lifetime of parts of the
machines 100. For example, the coated rods may have
operational lifetimes exceeding 3000 hours, or even 6000
hours or more, which is longer than conventionally coated
rods. In some other cases, a first repair (reseal and/or
repolish without recoating) of a hydraulic or suspension
system, according to the disclosure herein, may be in the
range of about 4000 hours to about 20,000 hours. This
reduces field downtime, reduces the frequency of servicing
and maintenance, and overall reduces the cost of heavy
equipment, such as machines 100. The improved reliability
and reduced field-level downtime also improves the user
experience such that the machine 100 can be devoted to its
intended purpose for longer times and for an overall greater
percentage of its lifetime. Improved machine 100 uptime
and reduced scheduled maintenance may allow for more
efficient deployment of resources (e.g., fewer, but more
reliable machines 100 at a construction site). Thus, the
technologies disclosed herein improve the efficiency of
project resources (e.g., construction resources, mining
resources, etc.), provide greater uptime of project resources,
and improves the financial performance of project resources.

In addition to the improved lifetimes of coated compo-
nents, the coated components may have preferred surface
morphology that result in improved operational perfor-
mance. For example, the rod 120 may have a surface
morphology that promote lubrication adhesion during opera-
tion and further results in low levels oil leakage or hydraulic
fluid leakage. Thus, the preferred surface morphology of the
coatings described herein result in improved performance of
the coated components.

Although the processes of forming protective coatings are
discussed in the context of various hydraulic system 114
components, it should be appreciated that the mechanisms
discussed herein may be applied to a wide array of mechani-
cal parts in a wide variety of systems used in any variety of
industries. For example, the protective coatings discussed

20

40

45

50

55

60

65

14

herein may be applied to industrial fabrication equipment,
like metal working equipment, construction equipment, or
automotive parts.

While aspects of the present disclosure have been par-
ticularly shown and described with reference to the embodi-
ments above, it will be understood by those skilled in the art
that various additional embodiments may be contemplated
by the modification of the disclosed machines, systems and
methods without departing from the spirit and scope of what
is disclosed. Such embodiments should be understood to fall
within the scope of the present disclosure as determined
based upon the claims and any equivalents thereof.

Recitation of ranges of values herein are merely intended
to serve as a shorthand method of referring individually to
each separate value falling within the range, unless other-
wise indicated herein, and each separate value is incorpo-
rated into the specification as if it were individually recited
herein. All methods described herein can be performed in
any suitable order unless otherwise indicated herein.

What is claimed is:

1. A hydraulic component, comprising:

a steel surface; and

a coating disposed over the steel surface, wherein:

the coating comprises approximately 50% to approxi-
mately 75% tungsten carbide (WC) by weight,

the WC particles of the coating are larger than approxi-
mately 0.3 um in size but smaller than 1 pm in size,

the coating has a thickness of less than 100 micrometers
(um), and

the coating includes a surface morphology characterized
by a peak-to-valley depth (Rz) of 2 um or less.

2. The hydraulic component of claim 1, wherein the
hydraulic component comprises at least one of: (i) a rod, (ii)
a cylinder, or (iii) a piston.

3. The hydraulic component of claim 1, further compris-
ing:

a steel bulk portion, wherein the steel surface overlies the
steel bulk portion, wherein the steel bulk portion com-
prises at least one of: (i) American Iron and Steel
Institute (AISI) 4130 steel, (ii) AISI 4330 steel, or (iii)
low alloy steel.

4. The hydraulic component of claim 1, wherein the

coating further comprises cobalt (Co) and chromium (Cr).

5. The hydraulic component of claim 1, wherein the
coating has a thickness less than 25 pm.

6. The hydraulic component of claim 1, wherein the
coating is deposited by high velocity air fuel (HVAF)
thermal spray.

7. A machine, comprising:

a hydraulic component including a steel surface and a
high velocity air fuel (HVAF) thermal spray deposited
coating comprising approximately 50% to approxi-
mately 75% tungsten carbide (WC) by weight,
wherein:

the coating has a thickness of less than 100 micrometers
(hm),

the coating includes a surface morphology characterized
by a peak-to-valley depth (Rz) of 2 um or less, and

the coating including WC particles that are larger than
approximately 0.3 mm in size but smaller than 1 mm in
size.

8. The machine of claim 7, wherein the coating further

comprises cobalt (Co) and chromium (Cr).

9. The machine of claim 7, wherein the steel surface
comprises at least one of: (i) American Iron and Steel
Institute (AISI) 4130 steel, (ii) AISI 4330 steel, or (iii) low
alloy steel.
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10. The machine of claim 7, wherein the steel surface
comprises a hardness of at least 50 Rockwell Hardness Scale
C (HRO).

11. The machine of claim 7, wherein the coating has a
thickness less than 25 pm.

12. The machine of claim 7, wherein the coating is
characterized by an Rz of 1.4 pm or less.

13. A coating applied to a steel surface of a hydraulic
component, the coating comprising:

approximately 50% to approximately 75% tungsten car-

bide (WC) by weight;

WC particles that are larger than approximately 0.3 mm in

size but smaller than 1 mm in size;

a thickness of less than 100 micrometers (um); and

a surface morphology having a peak-to-valley depth (Rz)

of 2 um or less.

14. The coating of claim 13, further comprising:

cobalt (Co) and chromium (Cr).

15. The coating of claim 13, wherein the coating has a
thickness less than 25 pm.

16. The coating of claim 13, wherein the coating is
deposited by high velocity air fuel (HVAF) thermal spray.

17. The coating of claim 13, wherein the steel surface
comprises at least one of: (i) American Iron and Steel
Institute (AISI) 4130 steel, (ii) AISI 4330 steel, or (iii) low
alloy steel.
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