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Abstract: The properties and oxidation wear patterns in the composite nanostructured coating of
Zr-ZrN-(Zr,Mo,Al)N were studied during the turning of Inconel 718 alloy at the cutting speeds of
vc = 125 and 200 m/min. The hardness of the coating, its elastic modulus, and critical fracture load
during the scratch testing were determined. The study focused on the tribological properties of the
Zr-ZrN-(Zr,Mo,Al)N coating at temperatures of 400–900 ◦C paired with an insert made of Inconel 718,
which exhibited a certain advantage over the reference coatings of Zr-ZrN and Ti-TiN-(Ti,Cr,Al)N
of similar thickness. The coating of Zr-ZrN-(Zr,Mo,Al)N provided for the longest tool life at the
cutting speed of vc = 125 m/min (the tool life was four times longer in comparison with that of the
uncoated tool and 15% longer in comparison with that of the Ti-TiN-(Ti,Cr,Al)N-coated tool) and at
the cutting speed of vc = 200 m/min (the tool life was 2.5 times longer in comparison with that of the
uncoated tool and 75% longer in comparison with that of the Ti-TiN-(Ti,Cr,Al)N-coated tool). While
at the cutting speed of vc = 125 m/min, the surface coating layers exhibit only partial oxidation of the
external layers (to a depth not exceeding 250 nm), with mostly preserved cubic nitride phases, and
then the cutting speed of vc = 200 m/min leads to almost complete oxidation (to the depth of at least
500 nm), however, with a partially preserved nanolayered structure of the coating.

Keywords: Inconel 718; multilayer nanocomposite coatings; wear resistance; turning; wear mecha-
nism; cutting speed

1. Introduction

Inconel 718 is an austenitic nickel–chromium heat-resistant alloy used for the man-
ufacturing of products to be operated at temperatures reaching 700 ◦C [1–3]. Due to its
excellent performance properties, Inconel 718 is one of the most widely used alloys of the
Inconel family. Inconel 718 contains nickel (Ni, 50.0–55.0%), iron (Fe, 18–20%), chromium
(Cr, 17.0–21.0%), niobium (Nb, 4.75–5.50%), molybdenum (Mo, 2.80–3.30%), and tungsten
(W, 2.50–3.50%). The presence of small amounts (not exceeding 1%) of aluminum (Al),
manganese (Mn), and silicon (Si) may also be detected [1–3].

The machining of products made of Inconel 718 alloy is accompanied with some
difficulties arising due to its low thermal conductivity, inhibiting the removal of heat from
the cutting zone [4–6]. Therefore, high temperature in the cutting zone is a key challenge
during the cutting of Inconel 718. Furthermore, Inconel 718 exhibits work hardening
during the machining, and its structure may contain hard carbide grains that have an
abrasive effect on cutting tools. In addition to the above-mentioned factors, Inconel 718 is a
considerably hard material, also prone to high adhesion to the tool material. Another factor
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hindering the machining of the products made of Inconel 718 is the intense interdiffusion
interaction with the external layers of the tool material at elevated temperatures in the
cutting zone. Thus, Inconel 718 is a hard-to-cut material, machined at considerably low
cutting speeds (not exceeding 100 m/min) in order to reduce the wear rate of the cutting
tools [7–17]. The cutting speed may be significantly increased (up to 200 m/min) due to
the use of coated tools [18–20]. For an uncoated tool, the temperature in the cutting zone
already reaches 1000 ◦C at the cutting speed of vc = 35 m/min [6], and for a coated tool, the
temperature of 1000 ◦C is typical for the cutting speed of vc = 100 m/min [18]. The analysis
focused on the composition of the coatings used during the cutting of Inconel 718 proves
the dominance of the systems of TiN, TiCN, and TiAlN [7–18]. Several papers [4,7,17] have
considered the alternative systems of CrN [10,21] and Al2O3.

2. Rationale for the Choice of Coating Composition

The machining of Inconel 718 is highly influenced by the oxidation and diffusion wear
mechanisms [18–20]. In the conditions of the mentioned wear mechanisms, the use of the
coatings containing such elements as molybdenum (Mo) and aluminum (Al) [22–25] is
advisable. These elements ensure the formation of Al2O3- and MoO2-based protective
tribological oxide films [26–28]. At the same time, the mentioned cutting conditions are
usually accompanied with noticeable thermal and mechanical loads, which cause active
cracking in the structure of the coatings [29–32]. From this point of view, it is also reasonable
to use the coatings based on the ZrN system that are not only characterized by enhanced
resistance to cracking but also form oxide grains of ZrO2 at elevated temperatures, which
have a positive effect on the tribological conditions in the cutting zone [33]. Thus, with
the introduction of such elements as Mo and Al, the ZrN-based coating may be effective
during the machining of Inconel 718.

A texture with the orientation of (111) is typical for the ZrN system [34]. Several
papers [35–37] note that the introduction of aluminum (Al) into the coating composition
enhances such properties of the coatings as hardness and wear resistance combined with
heat resistance. When Al is introduced in the composition of the ZrN system, the texture
of the coating decreases, and the orientations of (200) and (220) are also formed [34]. The
presence of Al in the coating composition provides an increase in its hardness (from 21 to
28 GPa). When the content of Al is relatively low, a cubic phase of c-(Zr,Al)N, characterized
by high hardness (about 35 GPa), is formed in the coating. However, with an increase in the
content of Al, a hexagonal phase of h-(Zr,Al)N, characterized by significantly low hardness
(about 20 GPa) and wear resistance, is formed [38]. The cubic structure has a lower heat
resistance in comparison with the hexagonal one [39,40]. Therefore, the introduction of Al
into the ZrN system leads to the formation of solid solution and distortion of crystal lattice,
which enhances hardness, wear resistance, and thermal stability of the coatings. A positive
tribological and protective effect is also produced by the formation of Al2O3 oxide on the
surfaces of the coatings containing Al [41].

The influence of the percentage of the Al content on the properties of the (Zr,Al)N
coating was investigated. In particular, when the content of Al is 36 at%, the hardness of the
coating is 36 GPa [42]. In this case, the hardness of the (Zr,Al)N coating (like the hardness
of the other coatings) substantially depends on the deposition condition and the technique
of measurement. For example, in [34], it is noted that when the content of Al grows up
to 43 at%, the hardness of the (Zr,Al)N coating increases from 21 to 28 GPa. In [34], the
studies detected in the coating only the fcc phase of (Zr,Al)N. According to the other data,
the hexagonal phase begins to form when the Al content is 36 at% and higher, a mixture
of hexagonal and cubic phases is detected when the Al content is 36–70 at%, and only a
hexagonal phase is observed when the Al content exceeds 70 at% [38]. Similar data are
contained in [40]. However, there are also data that the hexagonal phase of h-AlN is already
being formed when the coating contains 34 at% Al [43].

The phase composition of the coating is significantly influenced by temperature. In
particular, when the (Zr,Al)N coating is heated up to 800 ◦C, recrystallization occurs upon
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diffusion of nitrogen from the fcc phase. This process leads to a decrease in the hardness
and wear resistance of the coating [38]. In general, the c-(Zr,Al)N phase remains stable
at temperatures up to 1000 ◦C, but higher temperatures cause active decomposition of
the cubic phase and formation of h-AlN. It is found that coatings with higher content
of Al are characterized by higher thermal stability [39]. At temperatures of 1000 ◦C and
higher, the coatings with higher content of Al exhibit the decomposition of the h-(Zr,Al)N
hexagonal phase with the formation of grains of the c-ZrN cubic phase due to the diffusion
of zirconium. When heated up to 1150 ◦C, the coating with 34 at% Al demonstrates active
formation of cubic structures with high content of Zr and simultaneous growth of (semi-)
coherent phases of AlN [43]. At temperatures above 1150 ◦C, no coherence is detected, but
the hardness stays at the level of 29 GPa. At the same time, the coating with 32 at% Al forms
the incoherent structure of h-AlN only at temperatures above 1270 ◦C, and the hardness
of the coating stays at the level of 33 GPa [43]. The coating oxidizes upon being heated
in the oxygen-containing atmosphere. The oxidation resistance of the coating enhances
with the increase in the Al content from 15 to 58 at% and can reach 800 ◦C [44]. In this case,
the coating exhibits the formation of ZrO2 zirconium oxide, and the formation of Al2O3
aluminum oxide is detected only at temperatures above 900 ◦C. However, the highest wear
resistance of the cutting tools was ensured by the coating with 15 at% Al [44].

The introduction of molybdenum (Mo) in the composition of the coatings can have a
significant positive effect on their properties. The coating of (Mo,Al)N is characterized by
high hardness (32.6–38.4 GPa) [45–48]. In this system, the fcc phase continues to dominate
when the content of Al is below 65 at.% [47]. When the content of Al is higher, a hexagonal
phase is being formed, which decreases the hardness of the coating to 22 GPa [47]. With
a growth in the Al content, the process of active oxidation begins at higher temperature,
which reaches 700 ◦C at 33 at.% Al [48]. At the same time, the growth in the Al content
leads to an increase in grain sizes and a slight decrease in the strength of the coating [48].

The coatings that contain Zr, Al, and Mo simultaneously are characterized by good
mechanical and performance properties, often superior to the properties of the (Zr,Al)N
or (Mo,Al)N coatings [45–49]. It is found that the (Zr,Al,Mo)N coating with the similar
content of Zr and Mo forms two fcc phases: ZrN and MoN [49–52]. The hardness of the
(Zr,Al,Mo)N coating reaches 27–30 GPa [49]. The presence of molybdenum contributes to a
noticeable decrease in the coefficient of friction (COF) at temperatures above 500 ◦C [49–51].

During the turning of steel with a (Zr1−x,Alx)N-coated tool (where x = 0, 0.35, 0.50,
or 0.83) at the cutting speeds of vc = 220 and 240 m/min, the abrasive and adhesive-fatigue
wear mechanisms prevail, with no noticeable signs of oxidation wear [53]. However,
during the turning of Inconel 718 alloy, it is the oxidation and diffusion factors that become
significant [18–20]. Thus, the best choice would be the coating that effectively resists both
abrasive and adhesive-fatigue (cracking) wear and exhibits good resistance to oxidation
and diffusion.

Therefore, the coating of Zr-ZrN-(Zr,Mo,Al)N was chosen for the study, since this
system combines considerably high hardness and wear resistance with sufficient strength
and resistance to cracking. It is also assumed that this coating will have high heat resistance,
and aluminum and molybdenum oxides formed on its surface at elevated temperatures
will have a positive effect on the tribological parameters in the cutting zone [41,44,49–51].
The coatings of Zr-ZrN and Ti-TiN-(Ti,Cr,Al)N were chosen as objects of comparison, as the
coatings based on (Ti,Al)N and (Ti,Cr,Al)N are actively used in the machining of Inconel
718. The coating of Zr-ZrN, like the coating of Zr-ZrN-(Zr,Mo,Al)N, is built on the basis of
the cubic phase of c-ZrN, but with no Mo and Al introduced in the coating composition.
The coatings of Zr-ZrN-(Zr,Mo,Al)N and Ti-TiN-(Ti,Cr,Al)N have a three-layer architecture,
including an adhesive layer (Zr or Ti, respectively, 20–50 nm thick), a transition layer
(ZrN or TiN, respectively, 500–900 nm thick), and a wear-resistant layer ((Zr,Mo,Al)N or
(Ti,Cr,Al)N, respectively, 500–900 nm thick). The choice of parameters for a three-layer
architecture is substantiated in [54–56]. The Zr-ZrN coating has only an adhesive layer of
Zr, about 40 nm thick, with the total coating thickness reaching 5 µm.
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For convenience, the coatings under consideration will be further designated by the
composition of their wear-resistant layers: ZrN, (Zr,Mo,Al)N, or (Ti,Cr,Al)N, respectively.

3. Materials and Methods

The coatings under consideration were deposited on samples using the VIT-2 special
unit (IDTI RAS-MSTU STANKIN, Moscow, Russia). This unit implements the upgraded
technology of physical vapor deposition (PVD) and is able to generate coatings of a wide
range of compositions and structures [57–61]. The VIT-2 unit is equipped with evaporators
of two systems, including the evaporator of controlled accelerated arc (CAA-PVD) [60,61]
and the evaporator of the filtered cathodic vacuum arc deposition (FCVAD) [57–59]. A
cathode of Al (99.8%) was installed on a cathode unit of the FCVAD system, and, depending
on the type of the coating to be deposited, cathodes of Zr (99.8%), Mo (99.8%), Cr (99.9%),
and Ti (99.6%) were installed on a cathode unit of the CAA-PVD system.

Before the deposition of the coatings, the samples were washed in the specially pre-
pared active solution using ultrasonic stimulation. Then, the samples were washed in
purified water and dried in a stream of warm purified air.

Before the coating deposition, the samples placed in the chamber underwent the
procedure of cleaning and thermal activation in the gas and metal plasma flow in the
following conditions: gas (Ar) pressure 2.0 Pa, voltage on substrate 110 V.

During the deposition of the coatings, the cathode arc current was 110 A, 75 A, 140 A,
160 A, and 110 A, respectively, for the cathodes of Zr, Cr, Mo, Al, and Ti at voltage on
substrate −150 V.

At various stages of coating deposition, the following nitrogen pressure (pN) in the
chamber was maintained:

Pumping and heating of vacuum chamber: pN = 0.06 Pa.
Heating and cleaning of products with gaseous plasma: pN = 2.00 Pa.
Deposition of coating: pN = 0.42 Pa.
Cooling of products: pN = 0.06 Pa.
The surface temperature of the samples was 650–700 ◦C.

The turntable rotation speed was n = 0.7 rpm, which provides for the formation of a
coating with the modulation period of about 50 nm [31].

The coatings were deposited using square-shaped carbide cutting inserts without
a hole (SNUN ISO 1832:2012). The inserts were made of (WC + 15% TiC + 6% Co)
carbide. Cylindrical indenters with hemispherical ends were made to carry out tribo-
logical tests. The material of the indenters was identical to the material of cutting in-
serts (WC + 15% TiC + 6% Co). The coatings for the cutting inserts and the indenter
were deposited during the same technology cycle, which ensured the identity of the
coating parameters.

A transmission electron microscope (TEM) of JEM 2100 (JEOL, Tokyo, Japan) was used
to study the structure of the coatings. The accelerating voltage of 200 kV was applied. The
TEM with the EDX (energy-dispersive X-ray spectroscopy) system INCA Energy (OXFORD
Instruments, Abingdon, UK) was used. Cross-sections (lamellas) for the testing were made
with a Strata focused ion beam (FIB) 205 (FEI, USA). A scanning electron microscope (SEM)
of FEI Quanta 600 FEG was also used to study the coating structure.

A mechanical tester of CB-500 (Nanovea, Irvine, CA, USA) with a nanomodule was
used to measure hardness and elastic modulus. The measurement was carried out at the
maximum load of 200 mN and the loading rate of 400 mN/min.

The methods of L. Sh. Shuster [55–58,62] were applied to study the tribological
properties of the samples. The investigation was carried out with the special equipment
to determine the tribological parameters at the temperatures not exceeding 1000 ◦C and
the pressures corresponding to the conditions in the cutting zone. The measurements were
carried out in an “indenter-insert” pair, in which the indenter simulated a coated cutting
tool, and the insert was made of Inconel 718. The following parameters were determined:

• Adhesive bond strength τnn.
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• Value of normal stresses Prn acting on the surface of the indenter.

The value of the adhesion component of the COF fadh was determined by the formula:

fadh =
τn

pr

The cutting properties and wear resistance of the coated and uncoated samples during
the turning of Inconel 718 were studied on a CU 500 MRD lathe (Sliven) with a ZMM CU
500 MRD variable-speed drive. The cutting geometry parameters were as follows: γ = –7◦,
α = 7◦, λ = 0, r = 0.4 mm, with the cutting conditions as follows: f = 0.1 rpm, ap = 0.5 mm,
and vc = 125 and 200 m/min.

The flank wear of VBmax = 0.3 mm was used as the limit wear criterion. To plot the
“flank wear-cutting time” relationship curves, the following techniques were used. Five
tests were carried out for the samples with each type of the coatings and for the uncoated
sample. The cutting process was interrupted at regular intervals to measure the wear rate
with the optical microscope. Based on the obtained data, the average wear value was
determined for each time interval. The curve also exhibited scatter of wear rate values
(with the help of the corresponding error bars). For the metallographic studies, a sample
was subjected to continuous cutting (the cutting process was not stopped) to obtain an
adequate picture of wear and oxidation processes.

4. Results
4.1. Comparison of the Properties of the Coatings under Consideration

Table 1 presents the measurement results concerning the hardness, elastic modulus,
and critical fracture load of the coatings. The (Ti,Cr,Al)N and (Zr,Mo,Al)N coatings are
characterized by close, almost identical hardness, while the ZrN coating exhibits noticeably
lower hardness. It should be noted that the presented data concerning the hardness values
were obtained at room temperature. In the conditions of the cutting zone, the temperature
can reach 800–1000 ◦C, and in these conditions, the coating hardness values will differ
considerably from the values measured at room temperature. The value of the critical
fracture load LC2 of all three coatings has a slightly different meaning for monolithic and
multilayered coatings: while for the monolithic coatings this value mainly describes the
strength of the adhesive bond to the substrate, for the multilayered coatings, the strength of
the coherent bond between the layers is also important. In any case, a certain value of LC2
is quite high and may indicate both good adhesion to the substrate and the strong cohesive
bonds between the coating nanolayers.

Table 1. Hardness, elastic modulus, and critical fracture load of the coatings.

Coating Hardness, GPa Elastic Modulus,
GPa

Critical Fracture
Load LC2, N

ZrN 27.3 ± 1.5 321.7 ± 23.6 >40
(Ti,Cr,Al)N 31.9 ± 1.4 580.5 ± 22.4 38

(Zr,Mo,Al)N 32.3 ± 1.2 432.1 ± 21.4 >40

The analysis of the chemical composition of the coatings exhibits almost identical
content of Al in the coatings of (Ti,Cr,Al)N and (Zr,Mo,Al)N (12.4 and 13.3 at.%, respec-
tively). There is a similarity in the percentage of metal content within the pairs of Ti and
Zr (49.3 and 51.7 at%, respectively), on the one hand, and Cr and Mo (38.3 and 35.0 at%,
respectively), on the other hand.

The ZrN coating has a monolithic structure, with average grain sizes of 200–500 nm
(Figure 1a). The coatings of (Ti,Cr,Al)N and (Zr,Mo,Al)N have a nanolayered structure with
the modulation periods of 45 and 48 nm, respectively (Figure 1b,c). The total thickness of
each of the considered coatings reaches about 5 µm.
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Figure 1. Structure of the coatings: (a) ZrN, (b) Ti-TiN-(Ti,Cr,Al)N, and (a) Zr-ZrN-(Zr,Mo,Al)N. SEM,
except for the high-resolution (HR) images of the coating structures on (b,c) obtained using TEM.
Due to the difference between the SEM and TEM techniques and the different resolutions of the
corresponding images, the SEM image exhibits only the alternation of the modulation periods, while
the TEM image demonstrates the features of the nanolayered structure of the coatings.

The analysis of the phase composition of the coatings, conducted using the X-ray
diffraction (XRD) technique, finds the presence of one dominant fcc phase for each of the
three coatings under consideration (Figure 2). These are phases of c-ZrN, c-(Ti,Cr,Al)N,
and c-(Zr,Mo,Al)N, respectively. The coating of (Ti,Cr,Al)N also contains a phase of metal-
lic chromium, which may be explained due to the presence of Cr microparticles on the
coating surface.

The studies of the tribological properties of the coatings under consideration prove
there are noticeable differences in the change in these properties for various coatings
depending on temperatures (Figure 3). Given the shear strength of adhesive bonds τnn, the
most favorable properties are detected for the coating of (Zr,Mo,Al)N, which also exhibits
the maximum value of normal stresses Prn, which characterizes the deformation component
of friction. As a result, the coating of (Zr,Mo,Al)N has the minimum value of the adhesion
component of the COF fadh over the entire temperature range under consideration. The
coating of (Ti,Cr,Al)N exhibits high values of the shear strength of adhesive bonds τnn. The
studies are carried out for the tribological pairs, in which the contacting material is Inconel
718 alloy, containing a significant amount of chromium (about 20% [1–3]), and this fact
may explain the higher shear strength of adhesive bonds τnn for the coating of (Ti,Cr,Al)N.
Meanwhile, the value of normal stresses Prn for the coating of (Ti,Cr,Al)N is noticeably
lower in comparison with that for the coating of (Zr,Mo,Al)N, which in combination with
the higher value of τnn leads to a less favorable value of fadh, especially in the temperature
range of 600–700 ◦C. The indicated temperatures do not lead to any noticeable formation of
a tribologically active oxide of Al2O3, the active formation of which starts at a temperature
of 900 ◦C [41,63]. In contrast to the coatings with nanolayered structures considered above,
the monolithic coating of ZrN exhibited a noticeable growth in τnn with an increase in
temperature up to 700 ◦C and then the equally noticeable decrease in this parameter with a
further increase in temperature. The coating of ZrN also exhibits a noticeable increase in its
value of normal stresses Prn with an increase in the temperature from 400 to 500 ◦C, which
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may occur due to the thermal hardening of the coating. As a result, in the temperature
range of 600–900 ◦C, the coating of ZrN has a lower value of fadh in comparison with the
value of fadh for the coating of (Ti,Cr,Al)N.

Figure 2. Investigation of the phase composition of the coatings, conducted by the X-ray diffraction
(XRD) technique: (a) Zr-ZrN-(Zr,Mo,Al)N, (b) Ti-TiN-(Ti,Cr,Al)N, and (c) ZrN. The WC and TiC
phases of the carbide substrate are also detected.

The flank wear rate for the coated cutting tools was studied during the tuning of
Inconel 718, at two cutting speeds (vc = 125 m/min and vc = 200 m/min) (Figure 4). During
the cutting at vc = 125 m/min, all three coatings exhibited a noticeable increase in the
tool life (for the uncoated tool, the tool life was only 6 min). The best wear resistance
was detected for the cutting tool with the coating of (Zr,Mo,Al)N (the tool life reached
24 min), and the slightly shorter tool life was exhibited by the cutting tool with the coating
of (Ti,Cr,Al)N (21 min). A considerably noticeable increase in the tool life at the considered
cutting speed was also demonstrated by the cutting tool with the coating of ZrN (the tool
life reached 15 min).
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Figure 3. Investigation of the tribological properties of the coatings. (a) Shear strength of adhesive
bonds τnn, (b) value of normal stresses Prn, and (c) adhesive component of the COF fadh.

Figure 4. Relationship between the flank wear VB and the cutting time during the turning of Inconel
718 at various cutting speeds: (a) vc = 125 m/min and (b) vc = 200 m/min. View of the worn rake
face of a tool coated with (c) (Ti,Cr,Al)N and (d) (Zr,Mo,Al)N, vc = 200 m/min.

At the cutting speed of vc = 200 m/min, the tool life of the uncoated tool was less
than 5 min. At the same cutting speed, the longest tool life was also exhibited by the tool
with the coating of (Zr,Mo,Al)N (12 min). Meanwhile, the tool lives of the tools with the
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coatings of (Ti,Cr,Al)N and ZrN were considerably shorter (7 and 5 min, respectively).
Therefore, the increase in the cutting speed from 125 to 200 m/min noticeably enhanced
the differences in the wear resistance of the cutting tools with the different coatings under
consideration [64–67].

Since the coating of (Zr,Mo,Al)N provided for the minimum value of the adhesion
component of the COF fadh and the longest tool life at the cutting speeds of vc = 125 m/min
and especially vc = 200 m/min (with the assumed dominance of the oxidation wear
mechanism [18–20]), the mechanism of oxidation processes in the coating of (Zr,Mo,Al)N
at various cutting speeds is considered in more detail.

4.2. Investigation of Oxidation Processes and Wear Pattern Typical for the (Zr,Mo,Al)N Coating
during the Turning of Inconel 718
4.2.1. Oxidation Wear Pattern on the (Zr,Mo,Al)N Coating during the Turning of Inconel
718 at the Cutting Speed of vc = 125 m/min

The analysis of the lamella cut out of the region adjacent to the wear crater on the
rake face of the cutting tool reveals the presence of a zone of extensive delamination of
the external coating layers (see Figure 5). The phase analysis of the delaminated fragment
of the coating proves the presence of the main cubic phase of c-(Zr,Mo,Al)N and also an
insignificant amount of the phase of c-(Mo,Zr,Al)N (solid solution of Zr and Al in MoN).
The second cubic phase was not detected in the initial composition of the coating, which
may be explained by the small amount of this phase or the lower accuracy of the XRD
technique in comparison with the SAED method. It is also possible that this phase is being
formed in the process of thermal action on the coating during the cutting. In addition to the
nitride phases, the delaminated fragment of the coating also contains a considerably large
amount of the oxide phase of ZrO2, which is absent in the initial composition of the coating.
No other possible oxide phases (oxides of molybdenum and aluminum) are formed, or
they are formed in insignificant amounts.

Figure 5. General view of the region, in which the wear pattern on the (Zr,Mo,Al)N coating was
studied during the turning of Inconel 718 at the cutting speed of vc = 125 m/min, after 24 min of
cutting. Localization of the areas of detailed studies and the results of the SAED analysis focused on
the phase composition of the oxidized area of the coating (SAED 1).

Figure 6 exhibits in detail the structure of the delaminated layers of the coating.
The oxidation occurring under the influence of elevated temperatures results not only in
delamination between the coating nanolayers but also in a typical arch deformation in
separate sections of the coating nanolayers. These deformations can be associated both
with the effect of temperature and with the noticeable difference in density between ZrN
(7.09; 7.3 g/cm3) and ZrO2 (5.68 g/cm3) [68].
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Figure 6. Analysis of the structure of oxidized layers in the (Zr,Mo,Al)N coating.

The examination of the external layers of the preserved part of the coating (Figure 7)
(without taking into account the delaminated layers) reveals the presence of the phases
similar to those found in the delaminated part of the coating (see Figure 5). There are cubic
phases of c-(Zr,Mo,Al)N and c-(Mo,Zr,Al)N, as well as the oxide phase of ZrO2. The EDX
analysis of the chemical composition of the coating (Line L1) detects the diffusion of oxygen
into the coating to the depth not exceeding 250 nm.

Figure 7. Oxidation processes in the worn area of the (Zr,Mo,Al)N coating. Localization of the study
area D is exhibited in Figure 5.

The additional study of the depth to which oxygen diffuses into the structure of the
coating in different sections (Figure 8) finds that the depth of oxygen diffusion reaches
about 200–250 nm. Of the elements possibly diffusing from the material being machined
into the coating structure, only a slight diffusion of iron is detected.
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Figure 8. Investigation of the depth of oxygen diffusion into the structure of the (Zr,Mo,Al)N coating.
Localization of the study areas A (a,b) and B (c,d) is exhibited in Figure 5.

4.2.2. Oxidation Wear Pattern on the (Zr,Mo,Al)N Coating during the Turning of Inconel
718 at the Cutting Speed of vc = 200 m/min

The oxidation wear rate in the (Zr,Mo,Al)N coating at the cutting speed of vc = 200 m/min
differs considerably from the wear of the same coating at the cutting speed of vc = 125 m/min.
As is known, an increase in the cutting speed leads to a growth of temperature in the cutting
zone [69,70]. As a result, an extensive zone of oxidation area is being formed in the coating.
While at the cutting speed of vc = 125 m/min, the oxidation damage is limited to a layer
that is 200–250 nm thick, and then at the cutting speed of vc = 200 m/min, the thickness of
the oxidized layer exceeds 500 nm (see Figure 9). At the same time, the arch deformations,
similar to those considered earlier, are detected.

The SAED analysis of the oxidized part of the coating detects almost complete ox-
idation. No initial cubic phases, but only oxide phases—oxides of zirconium ZrO2 and
molybdenum MoO2—are detected (Figure 10). Oxide coatings (in particular, Al2O3, TiO2,
ZrO2) have a beneficial effect on the cutting process, changing the tribological parameters
in the cutting zone and reducing heat generation [71–73]. It should be noted that no oxides
of molybdenum were detected in the worn areas of the coating after the machining at the
cutting speed of vc = 125 m/min.
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Figure 9. (a,b) Wear pattern on the (Zr,Mo,Al)N coating during the turning of Inconel 718 at the
cutting speed of vc = 200 m/min, after 12 min of cutting.

Figure 10. Analysis of the oxidation wear of the coating during the turning of Inconel 718 at the
cutting speed of vc = 200 m/min.

5. Conclusions

The properties and the oxidation wear patterns were studied for the composite nanos-
tructured coating of Zr-ZrN-(Zr,Mo,Al)N during the turning of Inconel 718 alloy:

• The coating has a hardness of 32.3 ± 1.2 GPa, and its elastic modulus is 432.1 ± 21.4.
The analysis of the phase composition of the coating with the XRD technique finds the
presence of only one cubic nitride phase of c-(Zr,Mo,Al)N, but the study of the worn
area of the coating with the SAED technique also reveals the presence of the second
cubic phase of c-(Mo,Zr,Al)N.

• The comparison of the tribological properties of the (Zr,Mo,Al)N coating and the
coatings of ZrN and (Ti,Cr,Al)N in contact with a cutting insert made of Inconel
718 exhibits a noticeably lower value of the adhesion component of the COF for the
(Zr,Mo,Al)N coating, especially in the temperature range of 600–900 ◦C.

• The wear resistance of the cutting tools with the considered coatings during the turning
of Inconel 718 was studied at the cutting speeds of vc = 125 and 200 m/min. The
coating of (Zr,Mo,Al)N provided for the best wear resistance of the tools at the cutting
speed of vc = 125 m/min (the tool life was four times longer in comparison with that of
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the uncoated tool and 15% longer in comparison with the (Ti,Cr,Al)N-coated tool), and
the wear resistance was significantly higher compared to that of the other considered
coatings at the cutting speed of vc = 200 m/min (the tool life was 2.5 times longer in
comparison with that of the uncoated tool and 75% longer in comparison with that of
the (Ti,Cr,Al)N-coated tool).

• While at the cutting speed of vc = 125 m/min, the surface layers of the coating exhibit
only partial oxidation of the external layers of the coating (to the depth not exceeding
250 nm), with considerably preserved cubic nitride phases, and then at the cutting
speed of vc = 200 m/min, almost complete oxidation of the coating (to the depth
of at least 500 nm) occurs, accompanied with the decomposition of nitride phases.
Meanwhile, the nanolayered structure of the coating stays partially preserved.
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