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{Abstract)

In this review the protection of metals using coatings produced by Chemical Vapor Deposition
(C.V.D) is discussed. Developments that has led to a great resurgence in the activity of
manufacturing Coated Cutting tools has been marketing by various companies of cemented carbide

tool coated by C.V.D. process with a thin layer of TiN, TiC, Ti(CN), TiC+AlOs, Ti(CO),
HfN, HIfC.
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Fig 1. Free energy foundation of Variots
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Fig 2. Hardness of Carbides
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Fig 3. Rake Face Wear, HfN-Coated vs TiN
Coated Tools

Conditions, Workpiece 4340 Steel, Hjz: 28—33
Cutting Speed: 500 sfm
Feed: 0.153 ipr
Depth of Cut: 0.160 1n
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Fig 6. Rake Face\Wear, T.C.0, Coated vs.
T.C Coated Tool

Conditions Workpiece: SNCM-8 H,: 270,
Cutting Speed: 180m/min., Feed: 0.45mm/
rev., Depth of Cut: 1.5mm
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Fig.7. Test results of crater wear for varlous carbide coatings.

Coating thickness is approx-

imately 5 miecrons. Cut time was about 12 minutes on ATST 4340—700 SFPM. 0.005 in/Rev,
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