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Abstract: Without proper post-processing (often using flame, furnace, laser remelting, and induction)
or reinforcements’ addition, Ni-based flame-sprayed coatings generally manifest moderate adhesion
to the substrate, high porosity, unmelted particles, undesirable oxides, or weak wear resistance
and mechanical properties. The current research aimed to investigate the addition of ZrO2 as
reinforcement to the self-fluxing alloy coatings. Mechanically mixed NiCrBSi-ZrO2 powders were
thermally sprayed onto an industrially relevant high-grade steel. After thermal spraying, the samples
were differently post-processed with a flame gun and with a vacuum furnace, respectively. Scanning
electron microscopy showed a porosity reduction for the vacuum-heat-treated samples compared
to that of the flame-post-processed ones. X-ray diffraction measurements showed differences in the
main peaks of the patterns for the thermal processed samples compared to the as-sprayed ones, these
having a direct influence on the mechanical behavior of the coatings. Although a slight microhardness
decrease was observed in the case of vacuum-remelted samples, the overall low porosity and the
phase differences helped the coating to perform better during wear-resistance testing, realized using
a ball-on-disk arrangement, compared to the as-sprayed reference samples.

Keywords: self-fluxing; ZrO2; NiCrBSi; vacuum post-treatment; thermal spraying

1. Introduction

The thermal-spraying technology is a convenient method to process powder metallic
materials to a coating, as these are deposited at elevated temperatures in a partially or
totally molted state by overlapping material droplets impacted onto a substrate surface [1].
The flattening of the droplets, the rapid cooling, and their solidification transform the
melted powder into a performant coating. Thermally sprayed Ni-based powders are
well-known materials for applications that require wear and corrosion resistance, such as
turbine blades, rotary tillers, boiler tube steel components [2], or cutting blades [3]. Even
if the characteristics of the coatings are unique, the Ni-based system requires permanent
improvements to keep up with industrial development. Since the content of the chemical
elements cannot be varied indefinitely to improve the alloy or the resulting coatings, other
developments in terms of novel deposition techniques, post-processing, or the introduction
of reinforcing particles have been proposed. Although new methods, such as one-step
atmospheric plasma spraying deposition [4] or powder laser cladding with no further post-
processing, were recently reported [5], most of the state-of-the-art Ni-based self-fluxing
alloy coatings need further remelting [6–9]. Post-processed coatings show improvement in
fracture toughness and overall improved mechanical performance [10], as well as an in-
crease in wear and corrosion resistance [11]. Modifications of coating density, improvement
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of the inter-splat bonding, and adhesion strength to the substrate are aspects also reported
in the literature [12]. Various remelting technologies have been recently investigated, such
as flame [13,14], laser [15–17], plasma [18,19], or furnace treatment [6,15,20].

Although Ni- and Co-based self-fluxing alloy coatings already constitute adequate
alternatives to, e.g., chromium and cobalt-based cermets, which are known for their harmful
effect on the environment [21], the material development is constantly pushed through
different added reinforcements. WC or WC-Co are classic materials that are frequently
added as a reinforcement, helping the cavitation resistance [22] or increasing the wear
behavior, as they may change the wear mechanism from adhesion to abrasion and fatigue
wear [5], respectively. Dey et al. [23] recently reported the addition of Ag and WS2 as
solid lubricants to the matrix, achieving a coefficient of friction as low as 0.25 and very low
wear rates, the findings being of high industrial relevance. Molybdenum has been recently
employed as a reinforcing material for plasma-sprayed NiCrBSi for brake disc coatings [19].
Kılıç et al. reported that the addition of ductile phases to the brake disc coatings was found
to be beneficial for the coefficient of friction reduction and for an overall wear resistance
improvement [19]. SiO2 tribo-films formed on SiC-reinforced Ni-based coatings have also
been described to greatly improve the boundary lubrication effect [24,25]. Wang et al.
recently reported a comprehensive study regarding the effect of heat treatment at different
temperatures on the microstructure of NiCrBSi-TiN composite coatings [6], while Huang
et al. successfully used TiC as strengthening particles [26]. Recently, our research group
reported on titanium-reinforced coatings and observed that the TiB2 particles acted as
physical barrier against wear and corrosion phenomena [27,28].

ZrO2 is a ceramic compound with some exceptional properties. It exhibits three
temperature-dependent polymorphs: monoclinic, tetragonal, and cubic. Each of them has
different advantages and disadvantages, but the most valuable are the high-temperature
phases, tetragonal and cubic. In order to stabilize these two specific phases at room temper-
ature, ZrO2 can be doped during synthesis with lower-valence oxides such as MgO, Y2O3,
or CaO [29,30]. By far, the most used combination is the one with yttrium oxide [31–35],
showing industrial employment in high-temperature aerospace gas turbine engines [36,37].
Studies regarding the effect of nanostructured zirconia additions on the microstructure,
micro-hardness, and wear performance of nickel-based hard-facing alloys deposited onto
low-carbon steel via atmospheric plasma spraying were also reported. It was concluded
that the hardness and wear behavior of coatings containing ZrO2 were improved, while the
friction coefficient decreased [38]. More recently, a solution of incorporating La oxides in
different stoichiometry was found to be beneficial for thermal barrier applications [39–41].
For biomedical purposes, a Co-Cr alloy material was coated with different contents of HA-
ZrO2 mixtures, using the flame spraying method. The effect of HA/ZrO2 particles on the
corrosion resistance of the resulting coatings was evaluated, and the reported results high-
lighted a significant improvement in the corrosion behavior of the bio-ceramic-reinforced
coatings [42]. Moreover, ZrO2 shows impressive toughness, strength, and fracture strength;
low elasticity module and fatigue; and wear resistance [30,43].

Due to the previously mentioned very attractive properties, the present study focused
on the development of NiCrBSi-ZrO2 thermally sprayed and flame/vacuum-remelted
coatings. The suggested approach should provide improved results in terms of wear
resistance, enhanced by the presence of ceramic-reinforcement particles correlated with the
effect of the thermal post-treatment. After mechanically mixing the powder, the coatings
were deposited by flame spraying and further post-processed either with a flame torch or in
a vacuum furnace. The effect of the ZrO2 addition on the microstructure, phase composition,
microhardness, and wear behavior of the resulting composite coatings was investigated,
and the main findings are reported in correlation with the microstructural evolution.
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2. Materials and Methods
2.1. Materials and Coating Deposition

The materials involved in the current study are a self-fluxing atomized powder with
the chemical composition Ni-6Cr-1B-4Si-1.5Fe-0.3C and grain size of −60 + 100 µm, avail-
able from LSN Engineering GmbH, Herzogenrath, Germany; and yttrium oxide partially
stabilized zirconia (PSZ) powder in tetragonal predominant structure, without inner poros-
ity and a finer particle size distribution of around −5 + 25 µm, which is a commercial
product from the Kläger Spritzguss GmbH & Co. KG, Dornstetten, Germany. Since the
monoclinic ZrO2 phase presents poor mechanical properties associated with a volume
expansion during the cooling process (due to the tetragonal-monoclinic transition), it is not
preferred in applications that require high mechanical strength. Using Y2O3 as a stabilizing
agent enables the production of ceramic ZrO2 metastable tetragonal grains. The feedstock
powder is, therefore, a blend between the matrix NiCrBSi and the reinforcement powder,
ZrO2, with a weight ratio of 95:5, mixed with the aid of a handheld ribbon powder mixer.
The mixing process, which is schematized in Figure 1a, relies on the principle of manu-
ally rotating the apparatus in a controlled manner for 10 min while having the powders
placed inside the assembly. The ribbon powder mixer inherently ensures that the two
materials are uniformly combined, while the blending of the powder through the rotating
spiral eliminates the risk of percolation (segregation) of the smaller ZrO2-reinforcing parti-
cles. Although it can be considered that the mixing process does not affect the chemical
composition of the material, a small change regarding this aspect can be observed. The
energy-dispersive X-ray spectrum (EDX) of the mixed powder (Figure 1b) reveals the chem-
ical composition of the matrix, as well as the elements Zr and O from the reinforcement
powder, this being a consequence of the material friction during the mechanical mixing,
due to a minor detachment of the microparticles from each powder. The scanning electron
micrograph (SEM) presented in Figure 1c clearly shows the spherical shape of the NiCrBSi
powder and confirms the size distribution provided by the producer.
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Figure 1. (a) The schematics of the powder mixing process in the ribbon powder mixer, (b) the
chemical composition, and (c) the morphology of the mixed powders (* created with BioRender.com).

The powder deposition was performed on an S355JR structural steel substrate with
the aid of a Methaterm MPP-85 (5PII Type) oxyacetylene gun, at the partner company Karl
Schumacher GmbH, Bochum, Germany. Before deposition, the substrate material, which
was cut into 200 mm × 100 mm × 10 mm coupons, was grit-blasted and heated up to
105 ◦C to assure the proper mechanical interlocking of the subsequently deposited coating.
The applied deposition parameters and methodology were optimized and described in
a previous study on similar NiCrBSi feedstock powders but with different reinforcing
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materials [27]. The feed rate was 2.5 kg h−1; the stoichiometry of the gases was 1:2 for
C2H2:O2, generating an oxidizing flame, and the stand-off distance was 120 mm. The
temperature of the flame was measured at 80 mm from the nozzle and was kept at ≈2850 ◦C
by maintaining a constant gas flow rate.

2.2. Post-Processing

After the thermal spraying process, two different post-treatments were considered.
The vacuum treatment was performed at 10−2 Pa in a HITERM 80-200 cold-wall (water-
cooled) vertical vacuum furnace (Hitec Material Group, Shandong, China) equipped with a
turbomolecular and an oil-sealed pump and controlled with the iTools Engineering software
(v9.73). The post-treatment program schematized in Figure 2 shows the three-interval
heating stages applied during the vacuum treatment. The first one, at 200 ◦C, is extremely
beneath the melting range of the powder but high enough for material soaking. Slow
heating was performed afterward with 5 ◦C min−1 to prevent internal stress occurrence.
The first holding at 950 ◦C for 10 min offered enough time for pressure-level stabilization
inside the furnace. This temperature is under the melting range of the NiCrBSi matrix but
is high enough for an additional soaking of material. The final holding temperature at
1150 ◦C was chosen after taking into account the melting range of the feedstock powder that
was previously determined for this chemical composition by using differential scanning
calorimetry [28]. The holding time of 120 min at 1150 ◦C generates an equalization of
the temperature throughout the furnace chamber, enables a complete remelting of the
self-fluxing alloy, and promotes the mandatory fluidity required for the densification of the
coatings. Moreover, during the heat treatment in the vacuum furnace, phenomena such as
degassing or decomposition of previously formed oxides may occur. The cooling ramp was
performed with a high enough rate of 30 ◦C min−1 to prevent unnecessary grain growth in
the coating but slow enough to avoid internal stresses.
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Figure 2. The vacuum-heat-treatment process program applied for the NiCrBSi-ZrO2 flame-
sprayed coatings.

The flame remelting was performed with the same deposition gun, at 1150 ◦C, for
120 min, at the identical working parameters reported for the deposition itself.

2.3. Characterization Methods

The microstructural investigation, combined with the elemental analysis performed
on the feedstock powder and on the thermally sprayed coatings, was carried out with a
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scanning electron microscope (SEM), Philips XL30 ESEM, Eindhoven, The Netherlands,
equipped with an energy-dispersive X-ray spectrometer (EDX), Ametek, Berwyn, PA, USA,
at a 10 mm working distance and a 25 kV cathode voltage. The phase composition was
determined by corroborating the information from the EDX analysis with the data obtained
from the X-ray diffraction (XRD), Philips X’Pert MDP X-ray diffractometer, Malvern PAN-
alytical, Malvern, UK, acquired at 40 kV and 40 mA, at a scan rate of 0.01◦ 2θ min−1, at
an angular resolution of 5 × 10−3 2θ, using Cu-Kα radiation. The porosity was calculated
in the ImageJ software (a free open-source Java-based program, v.1.54d) by processing
the SEM micrographs, according to ASTM E2109-01 [44] standard. The cross-section of
the thermally sprayed coatings was obtained by conventional metallographic preparation,
according to the ASTM E1920-03 [45], consisting of grinding with 180, 320, and 800 grit SiC
abrasive paper, followed by rough polishing with diamond suspension (3 and 6 µm).

The coefficient of friction (COF) was measured using a ball-on-disc arrangement
on a tribometer, TRB, CSM Instruments, Switzerland, at a linear speed of 15 cm s−1,
an acquisition rate of 10 Hz, and a total load of 10 N, in normal atmosphere, at room
temperature, without lubrication, according to ASTM G99-17 [46]. The stop condition
was set to 103 m of total worn distance, with the requirement that the material should
reach a steady-state condition. WC-Co-6 mm diameter balls were used as a counter body.
The generated wear depth of the interacting sample surface and the ball was measured
with a confocal VK-X260K laser scanning and a digital VHX-600 microscope, both from
Keyence International, Belgium. The HV0.3 microhardness indentations were performed
in cross-section for at least 5 points, with a microhardness tester, ZHVµ-M, ZwickRoell AG,
Ulm, Germany, and the average values were considered. To assure the reproducibility of
the results, three measurement repetitions were performed on each specimen.

3. Results and Discussion

The cross-section micrographs from Figure 3 present the as-sprayed and the remelted
specimens, displaying the whole thickness of the coating, as well as the detailed microstruc-
ture, where regions of interest were further magnified. The as-sprayed sample presents a
typical morphology of a thermal sprayed coating, with a strong inhomogeneous structure,
having partially melted and unmelted particles, microcracks, high surface roughness, and
an estimated porosity of over 10%, attributed to the layer-by-layer coating formation dur-
ing the deposition process (interlamellar porosity). The homogeneity and compactness of
the coating are improved, while the porosity decreases when the flame and the vacuum
remelting treatment are applied. A smaller number of defects and voids are found for the
vacuum-remelted sample, where a porosity of around 2% is reached, compared to the 4%
for the flame-remelted one. The lower porosity value obtained for the vacuum-remelted
sample is justified by the self-fluxing character of the NiCrBSi alloy that favors the densifica-
tion, correlated with the high-vacuum atmosphere, which promotes a complete degassing
process. Moreover, once the remelting is applied, a decrease in the coating thickness can
also be observed. During the thermal post-processing, the trapped gases inside the coating
are released, tightening the coating and, consequently, decreasing its thickness. From
the initial value of 1300 µm obtained for the as-sprayed coatings, the densification that
occurred during the remelting process led to a final thickness of around 975 µm for the
flame-remelted coating and 750 µm in the case of the vacuum-remelted sample. The latter
one has a reduced thickness compared to that of the flame post-processed specimen since
the exposure time at a higher temperature was longer, the controlled cooling in the furnace
clearly took an extended time, and the vacuum played a significant role in the degassing
step. While the coating–substrate interface presents minor cracks and poor adhesion in the
case of as-sprayed coatings, once the post-treatment is applied, this aspect is significantly
improved. The SEM micrographs from Figure 3 acquired at higher magnifications reveal
the ZrO2 particles placed in the voids left in the matrix during the deposition step. Some
regions of reinforcing ZrO2 agglomerates were also found in the vacuum-remelted samples
due to the insufficient mixing of the powders. The post-treatment, in both cases, eliminated
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the splat boundaries observed in the case of as-sprayed coatings, as well as the majority of
defects that occurred during the deposition process.
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The XRD analysis, which is displayed in Figure 4, indicates, in the case of the ZrO2
reinforcement material, the presence of mixed monoclinic (JCPDS no. 81-1314), and tetrago-
nal (JCPDS no. 81-1544) phases, as also reported in other studies [47]. When considering the
full-width-at-half-maximum intensity for the most intense three peaks of the ZrO2 powder
(FWHM), according to the Scherrer equation, it can be concluded that the tetragonal phase
presents higher crystallite sizes compared to the monoclinic phase. From the reflections
at 50.2, the average tetragonal ZrO2 crystallites were estimated to be about 67 nm, while the
crystallites corresponding to the monoclinic phase, at 28.13 and 31.42 reflections, did not ex-
ceed 50 nm. The matrix aligns well with the classical phase interpretation for the Ni-based
self-fluxing coatings [9,28,48,49] with a Ni-predominant phase and a σ Cr3Ni5Si2 inter-
metallic compound. The coating’s post-processing led to the formation of hard CrB or Ni3B
phases, whose presence is beneficial for the wear resistance of the coatings [11,22,28,50].

The presence of ZrO2 phases in monoclinic and tetragonal states in the XRD patterns
of the coatings suggests that the powders were stable during the thermal processing since
the typical temperature for monoclinic to tetragonal transformation (1170 ◦C) was avoided,
especially during the remelting process.

Generally, the coefficient of friction is not necessarily in direct correlation with the
wear rate of a part, but for specific industries, e.g., brake discs [19], the COF is the basic
phenomenon that needs to be analyzed first. The variation of the COF commonly depends
on several parameters of the analyzed system, as well as on the interfacial conditions
between friction partners, such as load, geometry, sliding velocity, surface roughness, or
lubrication. Analyzing Figure 5a, it can be observed that the rapid initial increase of the
COF values may be attributed to the micro-convex shape of the counter bodies in contact
with the flat surface of the samples. Once the contact becomes smooth, the overall friction
starts to become balanced, and the sample starts to move toward a steady state. Although
the coatings behave similarly, the vacuum post-processed sample reached, nevertheless,
the smallest average COF value, stabilizing at 0.63, while the as-sprayed and the flame-
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remelted samples remained close to each other at 0.7 and 0.68, respectively. In this situation,
the COF appears to be independent of the applied remelting technology. The present values
of the COF are in good agreement with the ones of Weicheng et al. [51] and Gahr et al. [52],
both studies testing sliding wear in unlubricated conditions for ZrO2-reinforced materials.
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The microhardness of the coatings graphically displayed in the bar chart from Figure 5b
shows that the highest values were obtained for the flame-remelted and the as-sprayed
coatings, followed by the vacuum-remelted one. The microhardness slight increase in the
case of the flame-remelted coatings compared to the as-sprayed samples may be attributed
to the reduction of porosity and the enhancement of intersplat cohesion. It can be assumed
that, in the case of samples treated in the vacuum furnace, the grains did not develop
improved hardness due to the lower cooling rate, compared to the flame-remelted coatings,
which were spontaneously cooled (at a higher cooling rate). The decrease in hardness is
typical for the vacuum and furnace remelting process, and similar behavior has been also
reported [11]. Nevertheless, compared to the other investigated coatings, the latter one
presents the lowest number of defects, being the least vulnerable to phenomena such as
corrosion or wear. Although lower, the microhardness of the vacuum-processed coating has
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a minor standard deviation between the measurements and, hence, a more homogeneous
phase distribution and presumably lower values of internal stresses.

The wear tracks of the coatings and of the reciprocal counter bodies after the ball-on-
disc measurements are displayed in Figures 6–8, and they show similar widths and depths
and, hence, comparable wear rates and the same wear mechanisms for all the coatings.
As a general remark, no delamination or brittle fracture, commonly produced in thermal
sprayed coatings, can be observed on the worn surfaces. Debris with a thickness of a
few micrometers transferred to the surface of the coatings can be clearly distinguished in
Figure 7. The phenomenon of transferred layers can be noticed for all three samples, with
the smallest amount being present on the coating post-processed in the vacuum furnace.
This might be attributed to the strong densification during the controlled atmosphere post-
treatment, where trapped gases inside the coating were heavily eliminated, and moreover,
due to the presence of ZrO2, which might generate an auto-lubricating film, as already
observed by other researchers [53,54]. The presence of transferred layers, as reported in
previous studies, favored the achievement of a steady state on the COF evolution, and
a similar trend is observed here as well [51,55]. Furthermore, the as-sprayed sample
showed large regions of spalling where supposedly even the matrix was removed, the
occurrence of such phenomena emphasizing the importance of the post-treatment. The
spalling phenomenon is frequently attributed to the presence of defects such as porosity or
non-uniform phase distribution [56]. A large surface of the worn track, in the case of the
as-sprayed coatings, presents regions with spalling, and this has a negative influence on
the wear behavior. The friction process generated a significant amount of abrasive debris
that was removed, causing furrows, indicating a typical kind of abrasive wear.
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Figure 8. Wear track depth on the (a) as-sprayed, (b) flame, and (c) vacuum-remelted coatings.

The specific wear rates of the samples and of the counter bodies were calculated
according to the Archard Equation [57]. As presented in Figure 9, the wear rates of the
coatings gradually decreased when a thermal post-treatment was applied. In the case
of flame-remelted samples, the wear rate was reduced by almost 25%, compared to the
as-sprayed coatings, while the vacuum treatment had a more intense effect on the wear-rate
reduction. Analyzing the counter bodies, it can be remarked that the one used against the
vacuum-treated sample presented the lowest wear rate, while for the as-sprayed and the
flame-remelted counter bodies, similar values were observed.
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4. Conclusions

Successful NiCrBSi-ZrO2 samples with a ratio of 95:5 wt.% were prepared by oxy-
acetylene flame spraying and post-processed by a flame torch and a vacuum furnace treat-
ment. The microstructural investigations showed a roughness decrease and a homogeneity
increase for the flame and vacuum-remelted coatings, compared to the as-sprayed sam-
ples. This aspect is owed to the densification achieved during the thermal post-treatment
when trapped gases were gradually released from the coatings. Some regions of ZrO2
agglomerates were observed in the coatings, but their number was lower in the case of
the vacuum-remelted coating, where a longer exposure time at high temperatures was
achieved. No phase transformation of the ZrO2 during the high-temperature treatment
was observed in the XRD analysis. Furthermore, σ-Cr3Ni5Si2 intermetallic and CrB or Ni3B
phases were also identified as the main phases for all the investigated coatings.

Ball-on-disc measurements showed a comparable coefficient of friction for all three
types of coatings, and the steady-state regime was achieved at similar values. Large regions
of spalling on the as-sprayed sample were observed, while on the other two treated samples,
transferred layers from the WC-Co counter body were identified. The microhardness of
the as-sprayed and flame-remelted coatings was similarly high, while the vacuum-furnace-
treated one achieved a smaller value. Nevertheless, the latter one showed a smaller
standard deviation, indicating a more homogeneous phase distribution and presumably
lower internal stresses, thus making it less vulnerable to corrosion phenomena.
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11. Houdková, Š.; Smazalová, E.; Vostřák, M.; Schubert, J. Properties of NiCrBSi Coating, as Sprayed and Remelted by Different
Technologies. Surf. Coat. Technol. 2014, 253, 14–26. [CrossRef]

12. Skulev, H.; Malinov, S.; Basheer, P.A.M.; Sha, W. Modifications of Phases, Microstructure and Hardness of Ni-Based Alloy Plasma
Coatings Due to Thermal Treatment. Surf. Coat. Technol. 2004, 185, 18–29. [CrossRef]

13. Salimijazi, H.R.; Golozar, M.A.; Karimi, M.R. Effects of Remelting Processes on Porosity of NiCrBSi Flame Sprayed Coatings. Surf.
Eng. 2016, 32, 238–243. [CrossRef]

14. Habib, K.A.; Cano, D.L.; Heredia, J.A.; Mira, J.S. Effect of Post-Coating Technique on Microstructure, Microhardness and the
Mixed Lubrication Regime Parameters of Thermally-Sprayed NiCrBSi Coatings. Surf. Coat. Technol. 2019, 358, 824–832. [CrossRef]

15. Deenadayalan, K.; Murali, V.; Elayaperumal, A.; Arulvel, S. Effective Role of Short Time Furnace Heat Treatment and Laser
Treatment on the Residual Stress and Mechanical Properties of NiCrBSi–WC Weldments Produced Using Plasma Transferred Arc
Welding Process. J. Mater. Res. Technol. 2021, 15, 3492–3513. [CrossRef]

16. Chen, L.-Y.; Xu, T.; Lu, S.; Wang, Z.-X.; Chen, S.; Zhang, L.-C. Improved Hardness and Wear Resistance of Plasma Sprayed
Nanostructured NiCrBSi Coating via Short-Time Heat Treatment. Surf. Coat. Technol. 2018, 350, 436–444. [CrossRef]

17. Chen, L.-Y.; Liu, Y.-T.; Xuan, H.-N.; Zhao, C.-H.; Bobrov, M.; Zang, Q.-H.; Peng, J.-H.; Lu, S.; Zhang, L.-C. A New Method for
Evaluating the Bond Strength of Plasma-Sprayed NiCrBSi Coatings. Metals 2022, 12, 168. [CrossRef]

18. Xu, H.; Huang, H.; Liu, Z. Influence of Plasma Transferred Arc Remelting on Microstructure and Properties of PTAW-Deposited
Ni-Based Overlay Coating. J. Therm. Spray Technol. 2021, 30, 946–958. [CrossRef]

19. Kılıç, H.; Mısırlı, C.; Mutlu, İ. Investigation of the Friction Behavior of Plasma Spray Mo/NiCrBSi Coated Brake Discs. Mater. Test.
2021, 63, 259–265. [CrossRef]

20. Zimoglyadova, T.A.; Skooched, K.A.; Safarova, D.E. Structural Features of Protective Layers Based on Self-Fluxing Nickel Alloy,
Niobium and Boron after Electron-Beam and Furnace-Chamber Treatments. Met. Sci. Heat Treat. 2022, 63, 667–673. [CrossRef]

21. Wang, S.; Ma, C.; Walsh, F.C. Alternative Tribological Coatings to Electrodeposited Hard Chromium: A Critical Review. Trans.
IMF 2020, 98, 173–185. [CrossRef]

22. Zhang, H.F.; Zhang, C.H.; Wang, Z.Y.; Cui, X.; Zhang, S.; Chen, H.T. Microstructure and Corrosion Behaviour of WC/NiCrBSi
Coatings by Vacuum Cladding. Mater. Sci. Technol. 2022, 38, 19–29. [CrossRef]

23. Dey, D.; Sarkar, S.; Rawal, S.; Singh, A.K.; Bal, K.S.; Khande, M.; Nath, A.K.; Roy Choudhury, A. Correlation of Real-Time Thermal
History with Tribological Properties of Laser Coated NiCrBSi with Ag and WS2 Addition. Surf. Coat. Technol. 2022, 431, 128034.
[CrossRef]

24. Zhang, C.; Pei, S.; Ji, H.; Cui, Y.; Li, M. Fabrication of Ni60–SiC Coating on Carbon Steel for Improving Friction, Corrosion
Properties. Mater. Sci. Technol. 2017, 33, 446–453. [CrossRef]

25. Xu, J.; Zhang, C.; Sun, G.; Xiao, J.; Zhang, L.; Zhang, G. Role of SiC Nanoparticles on Tribological Properties of Atmospheric
Plasma Sprayed 5 Wt.% SiC–Ni60 Coatings. Tribol. Int. 2020, 146, 106220. [CrossRef]

26. Huang, S.; Sun, D.; Wang, W.; Xu, H. Microstructures and Properties of In-Situ TiC Particles Reinforced Ni-Based Composite
Coatings Prepared by Plasma Spray Welding. Ceram. Int. 2015, 41, 12202–12210. [CrossRef]

27. Kazamer, N.; Vălean, P.; Pascal, D.-T.; Muntean, R.; Mărginean, G.; S, erban, V.-A. Development, Optimization, and Characterization
of NiCrBSi-TiB2 Flame-Sprayed Vacuum Fused Coatings. Surf. Coat. Technol. 2021, 406, 126747. [CrossRef]

28. Kazamer, N.; Vălean, P.-C.; Pascal, D.-T.; Muntean, R.; Mărginean, G.; S, erban, V.-A. Microstructure and Phase Composition of
NiCrBSi-TiB2 Vacuum Furnace Fused Flame-Sprayed Coatings. IOP Conf. Ser. Mater. Sci. Eng. 2018, 416, 012001. [CrossRef]

29. Cao, X.Q.; Vassen, R.; Stoever, D. Ceramic Materials for Thermal Barrier Coatings. J. Eur. Ceram. Soc. 2004, 24, 1–10. [CrossRef]
30. Marcelli, E.; Costantino, M.L.; Villa, T.; Bagnoli, P.; Zannoli, R.; Corazza, I.; Cercenelli, L. Effect of Intermediate ZrO2-CaO

Coatings Deposited by Cold Thermal Spraying on the Titanium-Porcelain Bond in Dental Restorations. J. Prosthet. Dent. 2014,
112, 1201–1211. [CrossRef]

31. Zeng, X.; Xiong, Y.; Liu, Z.; Tong, X.; Hu, C.; Bian, J.; Cao, Q.; Cheng, X. Preparation and Characterization of Self-Lubricating
CaF2@ZrO2/YSZ Composite Coating. J. Therm. Spray Technol. 2022, 31, 2126–2135. [CrossRef]

32. Ramaswamy, P.; Vattappara, K.; Avijit Gomes, S.; Teja Pasupuleti, K. Residual Stress Analysis on Functionally Graded 8%
Y2O3-ZrO2 and NiCrAlY Thermal Barrier Coatings. Mater. Today Proc. 2022, 66, 1638–1644. [CrossRef]

33. Witke, K.; Österle, W.; Skopp, A.; Woydt, M. Raman Microprobe Spectroscopy and Transmission Electron Microscopy of Thermal
Sprayed ZrO2 Coatings before and after Rub Testing of Outer Air Seals. J. Raman Spectrosc. 2001, 32, 1008–1014. [CrossRef]

34. Lima, R.S.; Marple, B.R. Toward Highly Sintering-Resistant Nanostructured ZrO2-7wt.%Y2O3 Coatings for TBC Applications by
Employing Differential Sintering. J. Therm. Spray Technol. 2008, 17, 846–852. [CrossRef]

35. Dobbins, T.A.; Knight, R.; Mayo, M.J. HVOF Thermal Spray Deposited Y2O3-Stabilized ZrO2 Coatings for Thermal Barrier
Applications. J. Therm. Spray Technol. 2003, 12, 214–225. [CrossRef]

36. Kiilakoski, J.; Puranen, J.; Heinonen, E.; Koivuluoto, H.; Vuoristo, P. Characterization of Powder-Precursor HVOF-Sprayed
Al2O3-YSZ/ZrO2 Coatings. J. Therm. Spray Technol. 2019, 28, 98–107. [CrossRef]

37. Brzezinski, T.; Cavasin, A.; Grenier, S.; Kharlanova, E.; Kim, G.; Tsantrizos, P. Vacuum Plasma Sprayed ZrO2-Based Thermal
Barrier Coatings for Aerospace Applications. In Proceedings of the International Thermal Spray Conference, Nice, France,
25–29 May 1998; pp. 1645–1650.

https://doi.org/10.1016/j.wear.2011.01.025
https://doi.org/10.1016/j.surfcoat.2014.05.009
https://doi.org/10.1016/j.surfcoat.2003.12.012
https://doi.org/10.1179/1743294415Y.0000000107
https://doi.org/10.1016/j.surfcoat.2018.12.004
https://doi.org/10.1016/j.jmrt.2021.09.113
https://doi.org/10.1016/j.surfcoat.2018.07.037
https://doi.org/10.3390/met12020168
https://doi.org/10.1007/s11666-021-01183-1
https://doi.org/10.1515/mt-2020-0038
https://doi.org/10.1007/s11041-022-00746-5
https://doi.org/10.1080/00202967.2020.1776962
https://doi.org/10.1080/02670836.2021.2021500
https://doi.org/10.1016/j.surfcoat.2021.128034
https://doi.org/10.1080/02670836.2016.1224216
https://doi.org/10.1016/j.triboint.2020.106220
https://doi.org/10.1016/j.ceramint.2015.06.041
https://doi.org/10.1016/j.surfcoat.2020.126747
https://doi.org/10.1088/1757-899X/416/1/012001
https://doi.org/10.1016/S0955-2219(03)00129-8
https://doi.org/10.1016/j.prosdent.2014.05.005
https://doi.org/10.1007/s11666-022-01424-x
https://doi.org/10.1016/j.matpr.2022.05.253
https://doi.org/10.1002/jrs.791
https://doi.org/10.1007/s11666-008-9217-x
https://doi.org/10.1361/105996303770348320
https://doi.org/10.1007/s11666-018-0816-x


Materials 2023, 16, 5183 12 of 12

38. Fernandes, F.; Ramalho, A.; Loureiro, A.; Guilemany, J.M.; Torrell, M.; Cavaleiro, A. Influence of nanostructured ZrO2 additions
on the wear resistance of Ni-based alloy coatings deposited by APS process. Wear 2013, 303, 591–601. [CrossRef]

39. Zhou, F.; Guo, D.; Zhang, X.; Xu, B.; Wang, Y.; Liu, M.; Wang, Y. In-Situ Synthesized Nanostructured t-ZrO2/La2(Zr0.75Ce0.25)2O7
Composite Thermal Barrier Coatings. Ceram. Int. 2022, 48, 31054–31059. [CrossRef]

40. Fang, Y.; Cui, X.; Yan, C.; Chen, Z.; Jing, Y.; Wen, X.; Jin, G.; Tian, H. Thermal Cycling Behavior of Plasma-Sprayed Yttria-Stabilized
Zirconia Thermal Barrier Coating with La0.8Ba0.2TiO3−δ Top Layer. Ceram. Int. 2022, 48, 6185–6198. [CrossRef]

41. Yang, P.; Bu, Z.; An, Y.; Zhou, H.; Li, Y.; Chen, J. A Systematic Study on Na2SO4-Induced Hot Corrosion Behavior of Plasma-
Sprayed La2(Zr0.75Ce0.25)2O7 Coating. Surf. Coat. Technol. 2022, 429, 127979. [CrossRef]

42. Juliano, H.A.; Gapsari, F.; Izzuddin, H.; Sudiro, T.; Phatama, K.Y.; Sukmajaya, W.P.; Zuliantoni; Putri, T.M.; Sulaiman, A.M.
HA/ZrO2 on CoCr Alloy Using Flame Thermal Spray. J. Nov. Carbon Resource Sci. Green Asia Strateg. 2022, 9, 254–261.

43. Abd-Elwahed, M.S.; Ibrahim, A.F.; Reda, M.M. Effects of ZrO2 Nanoparticle Content on Microstructure and Wear Behavior of
Titanium Matrix Composite. J. Mater. Res. Technol. 2020, 9, 8528–8534. [CrossRef]

44. ASTM E2109-01; Standard Test Methods for Determining Area Percentage Porosity in Thermal Sprayed Coatings. ASTM
International: West Conshohocken, PA, USA, 2021.

45. ASTM E1920-03; Standard Guide for Metallographic Preparation of Thermal Sprayed Coatings. ASTM International: West
Conshohocken, PA, USA, 2021.

46. ASTM G99-17; Standard Test Method for Wear Testing with a Pin-on-Disk Apparatus. ASTM International: West Conshohocken,
PA, USA, 2017.

47. Rauta, P.R.; Manivasakan, P.; Rajendran, V.; Sahu, B.B.; Panda, B.K.; Mohapatra, P. Phase Transformation of ZrO2 Nanoparticles
Produced from Zircon. Phase Transit. 2012, 85, 13–26. [CrossRef]

48. Bao, R.; Yu, H.; Chen, C.; Qi, B.; Zhang, L. Development of laser cladding wear-resistant coating on titanium alloys. Surf. Rev. Lett.
2006, 13, 645–654. [CrossRef]

49. Ma, B.; Yang, G.; Bu, F. Study of Brazed Diamond Micro-Powder Burs Fabricated Using Induction Brazing with Either an
Amorphous or a Crystalline Ni-Based Filler Alloy. Int. J. Refract. Met. Hard Mater. 2017, 62, 58–63. [CrossRef]

50. Chen, L.-Y.; Xu, T.; Wang, H.; Sang, P.; Lu, S.; Wang, Z.-X.; Chen, S.; Zhang, L.-C. Phase Interaction Induced Texture in a Plasma
Sprayed-Remelted NiCrBSi Coating during Solidification: An Electron Backscatter Diffraction Study. Surf. Coat. Technol. 2019,
358, 467–480. [CrossRef]

51. Weicheng, K.; Kangmei, L.; Jun, H. Effect of laser power on microstructure and friction-wear performances of direct energy
deposited ZrO2/8%Y2O3/NiCrCrAl coatings on Ti6Al4V alloy. Optics. Laser. Technol. 2021, 142, 107214. [CrossRef]

52. Gahr, K.-H.; Lee, S.-Z. Friction and wear of ZrO2/TiO2 surface alloyed Al2O3 ceramics in unlubricated sliding contact. Mat. Sci.
Eng. Technol. 1994, 25, 110–118. [CrossRef]

53. Kong, L.; Zhu, S.; Bi, Q.; Qiao, Z.; Yang, J.; Liu, W. Friction and Wear Behavior of Self-Lubricating ZrO2(Y2O3)–CaF2–Mo–Graphite
Composite from 20 ◦C to 1000 ◦C. Ceram. Int. 2014, 40, 10787–10792. [CrossRef]

54. Ma, S.Y.; Zheng, S.H.; Ding, H.Y.; Li, W. Anti-Wear and Reduce-Friction Ability of ZrO2/SiO2 Self-Lubricating Composites. Adv.
Mater. Res. 2009, 79–82, 1863–1866. [CrossRef]

55. Zhou, J.-L.; Kong, D.J. Immersion corrosion and electrochemical performances of laser cladded FeSiB, FeSiBCr and FeSiBCrMo
coatings in 3.5% NaCl solution. Surf. Coat. Technol. 2020, 383, 125229. [CrossRef]

56. Zhou, J.; Gou, W.; He, D.; Huang, Y.; Cai, Z.; Zhou, L.; Xing, Z.; Wang, H. Study on preparation and wear resistance of NiCrBSi-
WC/Co composite coatings by pulsed magnetic field assisted supersonic plasma spraying. Surf. Coat. Technol. 2022, 448, 128897.
[CrossRef]

57. Archard, J. Contact and rubbing of Flat Surfaces. J. App. Phys. 1953, 24, 981–988. [CrossRef]

Disclaimer/Publisher’s Note: The statements, opinions and data contained in all publications are solely those of the individual
author(s) and contributor(s) and not of MDPI and/or the editor(s). MDPI and/or the editor(s) disclaim responsibility for any injury to
people or property resulting from any ideas, methods, instructions or products referred to in the content.

https://doi.org/10.1016/j.wear.2013.04.012
https://doi.org/10.1016/j.ceramint.2022.06.246
https://doi.org/10.1016/j.ceramint.2021.11.159
https://doi.org/10.1016/j.surfcoat.2021.127979
https://doi.org/10.1016/j.jmrt.2020.05.021
https://doi.org/10.1080/01411594.2011.619698
https://doi.org/10.1142/S0218625X06008608
https://doi.org/10.1016/j.ijrmhm.2016.10.023
https://doi.org/10.1016/j.surfcoat.2018.11.019
https://doi.org/10.1016/j.optlastec.2021.107214
https://doi.org/10.1002/mawe.19940250307
https://doi.org/10.1016/j.ceramint.2014.03.068
https://doi.org/10.4028/www.scientific.net/AMR.79-82.1863
https://doi.org/10.1016/j.surfcoat.2019.125229
https://doi.org/10.1016/j.surfcoat.2022.128897
https://doi.org/10.1063/1.1721448

	Introduction 
	Materials and Methods 
	Materials and Coating Deposition 
	Post-Processing 
	Characterization Methods 

	Results and Discussion 
	Conclusions 
	References

