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LOW-TEMPERATURE SYNTHESIS OF
INTEGRATED COATINGS FOR CORROSION
RESISTANCE

STATEMENT REGARDING FEDERALLY
SPONSORED RESEARCH OR DEVELOPMENT

This invention was made with United States government
support awarded by the following agencies: NAVY/ONR
N00014-02-1-0004. The United States government has cer-
tain rights in this invention.

BACKGROUND

A key contemporary engineering challenge is the societal
need to improve the conversion efficiency of current steam
power plants to reduce carbon gas emission into the environ-
ment. The demand for higher thermal efficiency translates
into the need to increase the operating temperature of the
power plants. This is especially critical for high-temperature
alloys such as Cr—Mo steels that are normally used in steam
power generation plants. The Cr—Mo steels typically
develop Cr-based oxides that are not fully protective at tem-
peratures above 550° C. Oxidation products yield scales that
tend to spall so that there is a consequent metal cross section
loss, blockage and erosion of components located down-
stream and overheating.

Higher temperature requirements necessitate structural
steels that can sustain the higher temperatures from both a
mechanical and environmental perspective. There has been
an array of alloying work concentrated on improving the
mechanical properties of the candidate high-temperature
structural steels, especially the 9Cr-1Mo-0.1C (wt. %) P92
steels which have emerged as a model alloy steel. See, for
example, Sawada K, Kubo K, Abe F., “Creep Behavior and
Stability of MX Precipitates Reactions During Creep of an
advanced 9% Chromium Steel”, Mat. Sci. & Eng. A 2001;
319-321:787-787; Maile K., Klenk A., Roos E., Husemann
R-U, Helmrich A., “Development and Qualification of New
Boiler and Piping Materials for High Efficiency USC Plants”,
Proc. 4th. Int. Conf Advances in Mat, Tech. for Fossil Power
Plants, 2005: 152-164; F, Taneika M., Sawada L., “Alloy
Design of Creep-Resistant 9Cr Steel Using a Dispersion of
Nano-Sized Carbonitrides”, Int. J. Press. Vessels. Pip. 2007,
84(1-2):3-12.; Ennis P. J., Zielinskalipiec A., Wachter O.,
Czyrska-Filemonowicz A., “Microstructural Stability and
Creep Rupture Strength of the Martensitic Steel P92 For
Advanced Power Plant”, Acta Materialia, 1997, 45:4901-
4907; Brozda J., Pasternak J., “Weldability Evaluation of
Martensitic Heat Resisting Chromium Steels with Tungsten
Additions and Properties of Welded Joints™, Proc. 4th. Int.
Conf. Advances in Mat. Tech. for Fossil Power Plants, 2005:
967-986; and Dryepondt S., Zhang Y., Pint B. A, “Creep and
Corrosion Testing of Aluminide Coatings on Ferritic-marten-
sitic Substrates”, Surface & Coatings Technology, 201 (7):
3880-3884. The extensive chemical modifications were
aimed at enhancing the creep resistance up to 700° C. This
involved the addition of elements such as B, Si, V, Nb and W.
See, for example, Xiang, Z. D., Datta, P. K., “Relationship
Between Pack Chemistry and Aluminide Coating Formation
for Low-Temperature Aluminisation of Alloy Steels”, Acta
Materialia, 2006; 54:4453-4463; Dryepondt S., Zhang, Y.,
Pint, B. A., “Creep and Corrosion Testing of Aluminide Coat-
ings on Ferritic-martensitic Substrates”, Surface & Coatings
Technology, 201(7):3880-3884; Maziasz, P. J., Shingle-
decker, J. P, Pint, B. A., Evans, N. D., Yamamoto, Y., More,
K., Lara-Curzio, E., “Overview of Creep Strength and Oxi-
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dation of Heat-Resistant Alloy Sheets and Foils for Compact
Heat Exchangers”, Trans. ASME. The Journal of Turboma-
chinery, 2006, 128(4):814-819. The modified Cr—Mo steels
however remain susceptible to rapid oxidation both in air and,
more importantly, in supercritical steam at 650° C.

An in-situ Al-rich iron-aluminide coating has emerged as a
leading candidate for high temperature oxidation protection.
Unlike chromia or silica, alumina provides excellent oxida-
tion protection even under supercritical steam environments.
In this regard, the pack cementation aluminide coating pro-
cess represents one of the most cost effective and robust
methods to coat the alloy steel. The primary obstacle for
widespread application of the iron-aluminide coatings has
been difficulty in enriching the P92 steel at a low enough
temperature, as to avoid degradation of the mechanical prop-
erties. The second major obstacle for the use of aluminide
coatings has been the concern that the high and prolonged
thermal exposure in operation will lead to a severe degrada-
tion of the coatings, primarily by means ofthe depletion of the
Al-rich phases within the aluminide coatings through inward
diftusion into the substrate.

Until recently, the high temperature requirement for the
pack cementation process remained a major obstacle to
enrich P92 steels with Al without significant mechanical
property degradation. Extensive studies on Al pack cementa-
tion using various types of activator (AlICl;, AlF,, NH,F,
NH,Cl) pointed to the need for temperatures above 900° C.
for the pack process to generate sufficiently high partial pres-
sures of the active carrier gases for the chemical deposition.
See, Hocking, M. G., Vasantasree, V., Sidky, P. S., “Coatings
by Pack, Slurry, Sol-Gel, Hot-Dip, Electrochemical and
Chemical Methods”, Bath Press, Avon, UK: Longman Scien-
tific & Technical, 1989. The conclusion had been that while
the aluminide coating can perform very well under a steam
environment and provides excellent oxidation protection, the
necessary high temperature severely limits its applicability.
There have been attempts to examine a low-temperature Al
pack aluminizing into P92 steels as a feasible process. See, for
example, Xiang, 7. D., Datta, P. K., “Formation of Aluminide
Coatings on Low Alloy Steels at 650° C. by Pack Cementa-
tion Process”, Mater. Sci. and Tech., 2004, 20:1297-1302;
Xiang, Z. D., Datta, P. K., “Relationship Between Pack
Chemistry and Aluminide Coating Formation for Low-Tem-
perature Aluminisation of Alloy Steels”, Acta Materialia,
2006, 54:4453-4463. The work performed by Xiang et. al.,
using AlCl; activator and an Al depositing powder source,
demonstrated the ability to coat Cr—Mo steels. See, for
example Xiang, Z. D., Datta, P. K., “Relationship Between
Pack Chemistry and Aluminide Coating Formation for Low-
Temperature Aluminisation of Alloy Steels”, Acta Materia-
lia, 2006, 54:4453-4463.

SUMMARY

Integrated coating structures for metal substrates, such as
steel substrates, and methods for forming the integrated coat-
ing structures are provided. The integrated coating structures
can enhance the corrosion resistance of an underlying metal
substrate and are suited for use in high-temperature, high-
humidity environments, such as those found in steam power
generation plants.

A basic embodiment of an integrated coating structure
includes a substrate composed of an alloy comprising metal
elements and a coating integrated with a surface of the sub-
strate. The coating includes a corrosion resistant layer com-
prising a material having a defect structure that facilitates the
diffusion of an alloying element through the material and a
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diffusion barrier underlying the corrosion resistant layer and
integrated into the surface of the substrate. The diffusion
barrier hinders the diffusion of the alloying element relative to
the corrosion resistant layer and includes a compound com-
prising at least one diffusion barrier-forming element and at
least one of the alloying element or a substrate alloy metal
element. In one embodiment, the diffusion barrier includes an
intermetallic compound comprising at least one simple metal
or metalloid and at least one substrate alloy metal element or
the alloying element. The integrated coating structure may
further include an oxidation barrier comprising a metal oxide
on the external surface of the corrosion resistant layer.

One specific embodiment of an integrated coating structure
is an integrated aluminide-based coating structure that
includes a substrate comprising a steel alloy and a corrosion-
resistant coating integrated with a surface of the substrate.
The coating includes a corrosion resistant layer comprising
Al Fe, and a diffusion barrier underlying the corrosion resis-
tant layer and integrated into the surface of the substrate. In
this embodiment, the diffusion barrier can include at least one
intermetallic compound comprising a simple metal or metal-
loid and at least one of aluminum or iron.

A method of forming the integrated coating structures
includes the steps of depositing a simple metal or metalloid
and an alloying element onto a substrate composed of an alloy
comprising metal elements. In one embodiment, the deposi-
tion can be achieved via pack cementation at a temperature of
no greater than about 700° C. to provide a pack cementation
coating and exposing the pack cementation coating to an
elevated temperature for a period of time sufficient to form an
integrated coating structure. Other deposition processes, such
as thermal spray, vapor deposition and electrodeposition can
also be employed. In some embodiments the deposition tem-
perature may be no greater than the melting temperature of
the alloying element. The resulting integrated coating struc-
ture includes the substrate, a corrosion resistant layer com-
prising a material having a defect structure that facilitates the
diffusion of the alloying element through the material, and a
diffusion barrier underlying the corrosion resistant layer and
integrated into a surface of the substrate, the diffusion barrier
comprising at least diffusion barrier-forming element (e.g., a
simple metal or metalloid) and at least one substrate alloy
metal element or the alloying element.

One variation of the above-described method further
includes exposing the coating to an elevated temperature after
the deposition step for a period of time sufficient to form the
integrated coating structure.

Also provided is an integrated coating structure that does
not include a diffusion barrier-forming element. This struc-
ture comprises a substrate alloy comprising metal elements,
and a coating integrated with a surface of the substrate alloy,
the coating comprising a corrosion resistant layer comprising
a material having a defect structure that facilitates the diffu-
sion of an alloying element through the material and a diffu-
sion barrier underlying the corrosion resistant layer and inte-
grated into the surface of the substrate alloy. In this
embodiment, the diffusion barrier comprises at least one
intermetallic compound comprising the alloying element and
at least one substrate alloy metal element. The coating inte-
grated into the surface can have a thickness of at least about
100 um, as measured from a depth within the coating struc-
ture at which the structure becomes pure substrate material to
the outer surface of the corrosion resistant layer or, if present,
the oxidation barrier. This includes embodiments wherein the
coating integrated into the surface has a thickness of at least
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about 200 um, and further includes embodiments wherein the
coating integrated into the surface has a thickness of at least
about 250 pm.

Also provided is a method of forming the integrated coat-
ing structure that does not include a diffusion barrier-forming
element. The method includes depositing the diffusion bar-
rier-forming element and the alloying element onto the sub-
strate alloy via pack cementation at a temperature no greater
than 700° C. to form the integrated coating structure. One
variation of this method further includes exposing the coating
to an elevated temperature after deposition for a period of
time sufficient to form the integrated coating.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a schematic, cross-sectional view of an integrated
coating structure.

FIG. 2 is a schematic diagram illustrating a method of
making an integrated coating structure.

FIG. 3 shows the crystal structure of Al;Fe,.

FIG. 4 shows the Fe,AlB, crystal structure, wherein an Al
atom is surrounded by Fe and B atoms.

FIG. 5 shows the Fe—Al—B isothermal section at 800° C.
with the reaction pathway 1—+2—3—4 labeled and a cross-
sectional view of an integrated coating structure with a ter-
nary Fe—Al—B boride compound as a diffusion barrier and
having a layer sequence of Al;Fe,/FeAl+FeAl,/Fe,AlB,.

FIG. 6 shows the Fe—Al—Si isothermal and a cross-sec-
tional view of an integrated coating structure with either a
series of binary Fe—Si compounds or a ternary Al;FeSi com-
pound as a diffusion barrier.

FIG. 7 shows the Fe—Al—Crisothermal sectionat 750° C.
and a cross-sectional view of an integrated coating structure
with Cr—Al intermetallics as the diffusion barrier.

FIG. 8 shows: (a) a backscattered electron (BSE) micro-
graph of'a thick aluminide coating (~300 um) on 316 stainless
steel fabricated using the low-temperature pack cementation
process; (b) a BSE micrograph of the coating of FIG. 8(a)
after conditioning at 700° C. for 15 hours; (c¢) a BSE micro-
graph of a similar coating fabricated using aluminum pack
cementation at 650° C. for 15 hours resulting in a layer of
Al Fe, having a thickness of more than 100 um within the
coating with dispersions of Al-rich (Cr,Fe,Ni)-aluminides;
(d) the energy dispersive x-ray spectrum (EDS) ofthe Al;(Fe,
Cr,Ni), phase in the coating of FIG. 8(a) (see arrow)

FIGS. 9(A) and (B) show backscattered electron micro-
graph images of the integrated coating structure of Example
2.FIG. 9(C) shows a schematic cross-section of the structure.
FIGS. 9(D) and (E) show the energy dispersive x-ray spec-
trum of the corrosion resistant layer and diffusion barrier in
the structure.

FIG. 10 shows (a) a scanning electron micrograph (SEM)
of'a coating structure fabricated using a pack co-deposition of
zinc and aluminum; and (b)-(e) EDS spectra of the various
layers in the coating structure of FIG. 10(a).

FIG. 11 shows SEM images of a cross-section of a coating
structure fabricated with an Al-—Z7n co-pack cementation
process. FIG. 11(a) shows a layer of: (1) mixed Al-rich Fe-
aluminide and a Zn—Al-rich region; and (2) Zn-saturated
Al Fe,.FIG.11(b) shows a higher magnification of the region
(1) comprised of sub-regions “A” & “B”. FIG. 11(c¢) shows an
EDS of sub-region “A” confirming the formation of Al-rich
Fe-aluminides, and a table showing the high Zn—Al content
of sub-region “B”.

FIG. 12 shows: (a) an SEM of a cross section of the alu-
minide coating of FIG. 11 after conditioning at 600° C. for 20
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hours; and (b) an SEM with a higher magnification showing
the aluminide matrix with dispersed (Zn—Al) regions.

DETAILED DESCRIPTION

Methods for the low-temperature synthesis of an inte-
grated, corrosion-resistant coating structure for metal sub-
strates are provided. The synthesis of the integrated coating
structures at low temperatures avoids or minimizes degrada-
tion of the mechanical properties of the substrates. The inte-
grated coating structures can increase the lifetime of high-
temperature steels under severe steam and other corrosive
environments and, therefore, can provide a technological
enabler for the high-temperature operation of steam power
generation plants.

FIG. 1 shows a schematic cross-sectional view of a basic
embodiment of an integrated coating structure. In this
embodiment, the integrated coating structure 100 includes a
substrate 102 comprising an alloy of metal elements and a
coating 104 integrated with a surface of the substrate. The
integrated coating includes a corrosion resistant layer 106 and
a diffusion barrier 108 underlying the corrosion resistant
layer and integrated with the substrate. The corrosion resis-
tant layer includes a material having a defect structure that
facilitates the diffusion of an alloying element to the under-
lying substrate at low temperatures. This allows for the effi-
cient and relatively fast onset, and initial sustainability, of
corrosion resistant layer formation. The diffusion barrier
includes an intermetallic compound and hinders or prevents
the diffusion of the alloying element to the underlying sub-
strate. In some embodiments, the diffusion barrier comprises
at least one diffusion barrier-forming element, such as a
simple metal or metalloid, in addition to the alloying element
and/or a substrate metal alloy element. The coating structure
can also include an oxidation barrier 110 comprising an oxide
overlying the corrosion resistant layer to provide oxidation-
resistance to the structure.

FIG. 2 illustrates a method for making an integrated coat-
ing structure. In this method, a simple metal (SM) or metal-
loid (Met) and an alloying element (e.g., Al) are deposited
onto a substrate 202 via pack cementation at a temperature of
no greater than about 700° C. (Other deposition processes
may also be used.) Pack cementation can be categorized as an
extension of CVD (Chemical Vapor Deposition) which takes
place at the vapor-solid substrate interface that is surrounded
by a mass of depositing medium. (See, ASM HANDBOOK
VOL. 13 Corrosion: Fundamentals, Testing, and Protection,
Stephen D. Cramer and Bernard S. Covina, Jr., Volume Edi-
tors, ASM International, Materials Park, Ohio 44073-0002,
2003.) The substrate is ‘packed’ in a ‘cement’ composed of a
mixture of source alloy/elements, salts as activators (e.g.,
halides) and an inert filler (e.g., alumina). The alloying ele-
ment and the simple metal or metalloid can be co-deposited or
sequentially deposited via pack cementation. The result is a
pack cementation coating 204 comprising one or more inter-
metallics and/or a metal solid solution on the substrate.

In some instances, the integrated coating structure will
form as a result of the deposition process, without the need for
further conditioning. In other instances, however, the meth-
ods further include a conditioning treatment after the deposi-
tion step, during which the deposited coating (e.g., the pack
cementation coating) is exposed to elevated temperatures for
a period of time sufficient to form the integrated coating
structure which includes a diffusion barrier 206 underlying a
corrosion resistant layer 208.

The elevated conditioning temperature is desirably, but not
necessarily, the same as or less than the deposition tempera-
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ture. In some embodiments the conditioning is carried out at
atemperature of no greater than about 700° C., no greater than
about 600° C., or no greater than about 500° C. The period of
time for conditioning can be relatively short. For example, for
some of the integrated coating structures, the conditioning
period can be completed in 30 hours or less. In the case of
coating structures used in steam generation plants, the con-
ditioning process can occur during the operation of the plant.
Conditioning temperatures similar to those used in steam
generation plants can be, for example, from about 500° C. to
about 700° C., including from about 600° C. to about 700° C.
An oxide layer can be formed on the external surface of the
corrosion resistant layer upon exposure of the corrosion resis-
tant layer to air to provide an oxidation barrier that helps to
minimize the diffusion of oxygen into the underlying corro-
sion resistant layer.

The coating that is integrated into the substrate in the
present coating structures should be sufficiently thick to sig-
nificantly extend the lifetime of the underlying substrate.
Thus, the integrated coating may be at least about 100 um
thick. This includes embodiments where the integrated coat-
ing structure is at least about 200 um thick, and further
include embodiments where the integrated coating structure
is at least about 250 pum thick. Because there may not be a
sharp interface between the substrate and the diffusion bar-
rier, the thicknesses cited above can be measured from a depth
within the integrated coating structure at which the structure
is pure substrate material to the outer surface of the corrosion
resistant layer or, if present, the oxidation barrier.

A variety of metal substrates can benefit from the inte-
grated coating structures, particularly substrates that tend to
corrode, oxidize and/or degrade at high temperatures. For
example a ferrous alloy (i.e., an alloy having steel as its
majority constituent) may be used as the substrate. Steels,
including stainless steels and chromium steels, are examples
of'suitable substrates. High-temperature chromium molybde-
num steels (e.g., 9Cr-1Mo-0.1C (wt. %) P92 steel) that are
commonly used in steam power generation plants can be
made to withstand higher operating temperatures using the
integrated coating structures. Other substrates that can be
incorporated into the structures include, but are not limited to,
nickel alloy and refractory metal alloy substrates.

The corrosion resistant layer can help protect the metal
substrate from corrosion in high-humidity, high-temperature
environments, such as those found in steam power generation
plants, and may also provide a wear-resistant layer. The cor-
rosion resistant layer may include more than one compound,
alloy or intermetallic phase, including a material having a
defect structure that facilitates the diffusion of an alloying
element through the material. In one embodiment, the defect
structure comprises an intermetallic compound having a con-
stitutional vacancy (FIG. 3). The intermetallic compound can
include the alloying element and one or more elements from
the metal alloy substrate. The alloying element can be any
element capable of reacting with the environment to form the
corrosion resistant layer. Aluminum is one example of a suit-
able alloying element. Other examples include silicon, chro-
mium, boron and titanium.

When the alloying element is aluminum and the metal
substrate is steel, the corrosion resistant layer can comprise
aluminum-rich aluminides, such as Al Fe,. The structure of
Al Fe, is shown in FIG. 3. As shown in FIG. 3, the Al Fe,
phase exhibits a defect structure involving a high concentra-
tion of Al constitutional vacancies (V ;). More specifically,
the Al Fe, phase is characterized by the preference of an
Al-poor defect structure (predominantly by the vacancies in
the Al sites) relative to its stoichiometric Al to Fe atomic ratio
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which is 3:1. Thus, the Al;Fe, phase constitutes an Al-poor
AlFe phase. The crystal structure shows that it is the Al
atomic positions at the corners of lattice that possess only a
70% site occupancy which facilitates Al transport within the
sites. This structure facilitates low temperature corrosion
resistant layer formation by allowing for a high mobility of Al
through the Al.Fe, phase and, therefore, a high growth rate
for the corrosion resistant layer.

Although the material having a defect structure may be the
majority phase produced in the corrosion resistant layer other
intermetallic phases may also be present. These phases can
form, for example, sub-strata or a gradient within the corro-
sion resistant layer, wherein the concentration of the material
having the defect structure is typically highest at the outer-
most regions of the corrosion resistant layer (i.e., those
regions farthest from the substrate). Thus, when the alloying
element is aluminum and the metal alloy is steel, various iron
aluminides (e.g., FeAl and/or FeAl,, and/or FeAl,), in addi-
tion to Al;Fe,, may be present in the corrosion resistant layer.

The diffusion barrier underlies the corrosion resistant layer
and is integrated into the substrate. The diffusion barrier
operates by constraining the alloying element diffusion path-
ways, thereby preventing or significantly slowing the
encroachment of the corrosion resistant layer into the under-
lying substrate. Thus, the formation and growth of the diffu-
sion barrier can act to shut down the continued growth of the
corrosion resistant layer. The diffusion barrier includes one or
more intermetallic compounds that include at least one sub-
strate alloy metal element and/or the alloying element. In
some embodiments, the intermetallic compounds of the dif-
fusion barrier further include at least one diffusion barrier-
forming element.

The diffusion barrier-forming element may be any element
that, together with the at least one substrate alloy metal ele-
ment and/or the alloying element, is capable of forming a
diffusion barrier for an alloying element. In one embodiment,
the diffusion barrier includes one or more intermetallic com-
pounds composed of at least one simple metal or metalloid
(the diffusion barrier-forming element) and at least one sub-
strate alloy metal element or the alloying element. In some
instances the intermetallic compounds will include ternary
phases including the simple metal or metalloid, the alloying
element and at least one element from the metal alloy sub-
strate. When the metal alloy substrate is a steel, the at least one
metal alloy element in the diffusion barrier will typically be
iron. Examples of diffusion barrier-forming elements that
may be used to form the compounds of the diffusion barrier
include, but are not limited to, elements from Group IB of the
periodic table (e.g., Zn), Group VIII of the periodic table (e.g.,
Fe, Ni and Co), Groups IIIA and IVA of the periodic table
(e.g., Al, Si, C, B, Ge and Ga), and Groups VA and VB of the
periodic table (e.g., Cr, N and P).

In some embodiments the diffusion barrier is free, or sub-
stantially free, of the alloying element, while in other embodi-
ments the alloying element is included in the intermetallics of
the diffusion barrier. (A diffusion barrier may be considered
‘substantially free of” an alloying element if the alloying
element is present only in an interfacial region where the
corrosion resistant layer and the diffusion barrier come
together, but is not present in a significant portion of the
underlying region of the diffusion barrier.) In either embodi-
ment, the intermetallic phases desirably include few, or no,
constitutional vacancies for the alloying element. Such is the
case for a diffusion barrier comprising Fe,AlB,, the structure
ofwhich is shownin FIG. 4. As shown in FIG. 4, in the ternary
alumino-boride phase Fe,AlB,, Al atoms are well-ordered
and positioned within the Fe—B cluster and the Al—Al
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atomic distance is relatively large. This illustrates the
approach of limiting the depletion of Al by introducing a
diffusion barrier composed of an ordered intermetallic phase
with a very limited solubility of Al (e.g., Fe-based borides,
silicides) or ternary-based aluminides where the Al atomic
sites are highly ordered or isolated (i.e., the first atomic near-
est neighbors are not Al atoms). In such an approach, the
diftusion of the Al into the substrate can be altered to a more
constrained/tortuous pathway. In other words, with this
approach, a kinetic biasing is applied to the Al diffusion
pathways and the coating lifetime can be extended signifi-
cantly.

The intermetallics that can form in the corrosion and dif-
fusion barriers are determined by the isothermal section of a
ternary phase diagram for the system comprising the alloying
element, the co- or sequentially deposited diffusion barrier-
forming element, and the substrate alloy metal element. By
way of illustration, FIGS. 5-7 show the isothermal sections
and schematic, cross-sectional views of integrated coating
structures made using aluminum as the alloying element and
B (FIG. 5), Si (FIG. 6), and Cr (FIG. 7) as the simple metal or
metalloid.

FIG. 5 shows the Fe—Al—B isothermal section at 800° C.
and an example of an integrated coating structure that can be
realized using a co-pack deposition of Al and B or a sequential
pack deposition of Al and B on a steel substrate. The structure
includes a diffusion barrier comprising a ternary boroalu-
minide phase (Fe,AlB,) and a corrosion resistant layer com-
prising a stratum of Al;Fe, over a stratum of FeAl and FeAl,.

FIG. 6 shows the Fe—Al—Si isothermal section and an
example of an integrated coating structure that can be realized
using a co-pack deposition of Al and Si or a sequential pack
deposition of Al and Si on a steel substrate. The structure
includes a diffusion barrier comprising a ternary aluminosi-
licide phase (Al;FeSi) and/or a series of binary iron silicide
compounds (FeSi and FeSi,) and a corrosion resistant layer
comprising a stratum of Al Fe, over a stratum of FeAl. The
reaction pathways 1—+2—+3—4 are indicated. Three options
for path 3 are possible, depending on the relative kinetics and
processing conditions.

FIG. 7 shows the Fe—AIl—Cr isothermal section and an
example of an integrated coating structure that can be realized
using a co-pack deposition of Al and Cr or a sequential pack
deposition of Al and Cr on a steel substrate. The structure
includes a diffusion barrier comprising one or more chro-
mium aluminides and a corrosion resistant layer comprising a
stratum of Al Fe, over a stratum of FeAl.

The invention will be further described by reference to the
following examples, which are presented for the purpose of
illustration only and are not intended to limit the scope of the
invention.

EXAMPLES
Example 1

The following example illustrates a method of forming an
integrated coating structure on 316 stainless steel via an Al
deposition process and a subsequent conditioning step. The
stainless steel was a 316 stainless steel, which is an iron-based
austenitic alloy with alloying components of Cr (16-18%), Ni
(10-14%), and molybdenum (2-3%). A more detailed
description of the complete alloying contents of this type of
stainless steel can be found in ASM Specialty Handbook:
Stainless Steels, J. R. Davis (ed.), published by ASM Inter-
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national (1995). Although 316 is used in this example, the
present methods may also be used with other high-tempera-
ture steels.

Two integrated coatings were made in this example. The
first integrated coated was made by forming an aluminide
coating (250-300 um thick) on the stainless steel substrate
using an Al pack process at 700° C. for only 8 hours. FIG. 8a
shows a BSE micrograph of the aluminide coating. The
resulting coating was subsequently annealed in air ata service
temperature of 700° C. for 8 hours (FIG. 8b).

The second integrated coating was fabricated by forming
an Al;Fe,-containing coating of with a thickness of greater
than 100 um by applying the same pack treatment at 650° C.
for 15 hours. FIG. 8¢ shows a BSE micrograph of the coating.
An EDS analysis of the coating confirms Al;Fe, (with some
substitution of Fe with Cr and Ni) as the only phase that is
present (FIG. 84).

Example 2

The following example illustrates a method of forming an
integrated coating structure on a 316 stainless steel substrate
via an Al and Zn co-pack deposition process. The pack depo-
sition process was carried out using Al and Zn (5% Al and 5%
Zn) as source elements, AICl; and ZnCl, as activators and
alumina as an inert filler. The pack cementation was con-
ducted at a temperature of 500° C. for 2 hours. Deposition was
followed by a conditioning treatment carried out at 600° C.
for 20 hours in air.

FIGS. 9(A) and (B) show cross-sectional backscattered
electron (BSE) micrograph images of portions of the corro-
sion resistant layer and diffusion barrier of the resulting inte-
grated coating structure, where FIG. 9(B) is a blown-up
image of the area delineated by the box in FIG. 9(A). A
schematic of a cross-section of the integrated coating struc-
ture is depicted in FIG. 9(C), which shows the substrate, a
diffusion barrier comprising Zn—Fe intermetallic com-
pounds, and a corrosion resistant layer comprising Al—Fe
intermetallic compounds. FIGS. 9(D) and (E) show the
energy dispersive x-ray spectra (EDS) of the Zn—Fe inter-
metallic compounds of the corrosion resistant layer and the
Al—Fe intermetallic compounds of the diffusion barrier,
respectively, of the integrated coating structure. Al;Fe, is
included in the Al—Fe intermetallic compounds.

Example 3

A series of additional co-deposition experiments were car-
ried out on stainless steel using a different type of activator
(i.e., NH,Cl of 10 wt. %) in a pack cementation process using
40-45 wt. % Zn and 10 wt. % Al with a balance of alumina at
temperature of 550° C. for 20 hours. FIG. 10(a) shows an
SEM of a coating structure made with 40 wt. % Zn and 10 wt.
% Al powders. FIG. 10(5)-(e) show EDS spectra of the vari-
ous layers in the coating structure of FIG. 10(a). FIG. 11(a)
shows SEM images of a coating structure made with 45 wt. %
Zn and 5 wt. % Al powders. More specifically, FIG. 11(a)
shows a layer of: (1) mixed Al-rich Fe-aluminide and a
Zn—Al-rich region; and (2) Zn-saturated Al;Fe,. FIG. 11(4)
shows a higher magnification of the region (1) comprised of
sub-regions “A” & “B”. FIG. 11(c¢) shows an EDS of sub-
region “A” confirming the formation of Al-rich Fe-alu-
minides (Al-rich Al;Fe,), and a table showing the high
Zn—Al content of sub-region “B”.

Subsequent conditioning at 700° C. resulted in the forma-
tion of Zn-based intermetallics in the Zn—Al rich area, as
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shown in the SEM images of FIGS. 12(a) and (b). These
intermetallics form a diffusion barrier for Al

For the purposes of this disclosure, and unless otherwise
specified, “a” or “an” means “one or more.” All patents,
applications, references and publications cited herein are
incorporated by reference in their entirety to the same extent
as if they were individually incorporated by reference.

It is understood that the invention is not limited to the
embodiments set forth herein for illustration, but embraces all
such forms thereot as come within the scope of the following
claims.

What is claimed is:

1. An integrated coating structure comprising:

(a) a substrate alloy comprising metal elements; and

(b) a coating integrated with a surface of the substrate alloy,
the coating comprising: a first element that is a metal
element of the substrate alloy, a second element charac-
terized in that it is capable of reacting with the first
element to form an intermetallic compound and a third
element that is a metal or metalloid; wherein the coating
has:

(1) a corrosion resistant layer comprising a first intermetal-
lic compound comprising the first and second elements,
the first intermetallic compound having a defect struc-
ture comprising constitutional vacancies for atoms of
the second element, wherein the constitutional vacan-
cies allow for the enhanced diffusion of the atoms of the
second element through the first intermetallic com-
pound relative to their diffusion through a diffusion bar-
rier layer; and

(ii) the diffusion barrier underlying the corrosion resistant
layer and integrated into the surface of the substrate
alloy, the diffusion barrier comprising a second interme-
tallic compound comprising the first element and the
third element, the second intermetallic compound hav-
ing a structure comprising fewer constitutional vacan-
cies for atoms of the second element than the defect
structure of the first intermetallic compound, such that
the diffusion barrier hinders the diffusion of the atoms of
the second element through the diffusion barrier relative
to their diffusion through the corrosion resistant layer.

2. The structure of claim 1, wherein the metal or metalloid
is selected from the group consisting of Group 1B, Group
VIII, Group IIIA, Group IVA, Group VA and Group VB ofthe
periodic table.

3. The structure of claim 2, wherein the substrate alloy
comprises a ferrous alloy and the atoms of the second element
are aluminum atoms.

4. The structure of claim 3, wherein the intermetallic com-
pound having a defect structure is Al;Fe,.

5. The structure of claim 4, wherein the diffusion barrier
comprises one or more intermetallic compounds of iron and
Zinc.

6. The structure of claim 4, wherein the diffusion barrier
comprises a ternary intermetallic compound of iron, alumi-
num and boron.

7. The structure of claim 4, wherein the diffusion barrier
comprises a binary intermetallic compound of iron and sili-
con.

8. The structure of claim 4, wherein the diffusion barrier
comprises a ternary intermetallic compound of iron, alumi-
num and silicon.

9. The structure of claim 1, wherein the substrate alloy
comprises a Cr—Mo-steel.

10. The structure of claim 1, wherein the substrate alloy
comprises a nickel alloy or a refractory metal alloy.
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11. The structure of claim 1 further comprising an oxida-
tion barrier comprising an oxide on an external surface of the
corrosion resistant layer.

12. The structure of claim 1 wherein the coating integrated
into the surface has a thickness of at least about 100 pm.

13. The structure of claim 1, wherein the substrate alloy
comprises steel.

14. The structure of claim 1, wherein the second element is
aluminum, the first element is iron and the third element is
selected from the group consisting of Group 1B, Group VIII,
Group IIIA, Group IVA, Group VA and Group VB of the
periodic table.

15. The structure of claim 1, wherein the second element is
selected from the group consisting of silicon, chromium,
boron and titanium.

16. The structure of claim 1, wherein the intermetallic
compound having a defect structure is an aluminum-rich
aluminide having constitutional vacancies for aluminum
atoms and the substrate alloy comprises steel.

17. The structure of claim 1, wherein the intermetallic
compound of the diffusion barrier layer further comprises the
second element.

18. The structure of claim 1, wherein the first intermetallic
compound comprises the majority phase in the corrosion
resistant layer.

19. An integrated coating structure comprising:

(a) a substrate comprising a steel alloy; and

(b) a corrosion resistant coating integrated with a surface of

the substrate, the coating comprising:

(1) a corrosion resistant layer comprising AlsFe, compris-

ing constitutional vacancies for aluminum atoms; and

(ii) a diffusion barrier layer underlying the corrosion resis-

tant layer and integrated into the surface of the substrate,
wherein the diffusion barrier layer hinders the diffusion
of atoms that occurs via constitutional vacancies for
aluminum atoms relative to their diffusion through the
corrosion resistant layer that occurs via constitutional
vacancies for aluminum atoms, the diffusion barrier
layer comprising at least one intermetallic compound
comprising at least one metal or metalloid selected from
the group consisting of Group 1B, Group VIII, Group
1A, Group IVA, Group VA and Group VB of the peri-
odic table in addition to at least one of aluminum or iron,
wherein said intermetallic compound has a structure
comprising fewer constitutional vacancies for alumi-
num atoms than Al Fe,.

20. The structure of claim 19, wherein the diffusion barrier
layer comprises one or more intermetallic compounds ofiron
and zinc.

21. The structure of claim 19, wherein the diffusion barrier
layer comprises Fe,AlB,.

22. The structure of claim 19, wherein diffusion barrier
layer comprises at least one of Al;FeSi, FeSi or FeSi,.
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23. The structure of claim 19 further comprising an oxida-
tion barrier comprising alumina on an external surface of the
corrosion resistant layer.
24. The structure of claim 19, wherein the metal or metal-
loid is selected from the group consisting of B, Si and Cr.
25. The structure of claim 19, wherein Al Fe, is the major-
ity phase in the corrosion resistant layer.
26. An integrated coating structure comprising:
(a) a substrate alloy comprising metal elements, the alloy
characterized in that it is susceptible to oxidation in a
steam environment at temperatures in the range from
about 500° C. to about 700° C.; and
(b) a coating integrated with a surface of the substrate alloy,
the coating comprising: a metal element of the substrate
alloy, aluminum and a third element that is a metal or
metalloid selected from the group consisting of Group
1B, Group VIII, Group IIIA, Group IVA, Group VA and
Group VB of the periodic table; wherein the coating has:
(1) a corrosion resistant layer comprising a first interme-
tallic compound comprising the metal element of the
substrate alloy and aluminum, the first intermetallic
compound having a defect structure comprising con-
stitutional vacancies that allow for the diffusion of
aluminum atoms through the first intermetallic com-
pound; and

(ii) a diffusion barrier underlying the corrosion resistant
layer and integrated into the surface of the substrate
alloy, the diffusion barrier comprising a second inter-
metallic compound comprising the metal element of
the substrate alloy and the metal or metalloid selected
from the group consisting of Group 1B, Group VIII,
Group IIIA, Group IVA, Group VA and Group VB of
the periodic table, the second intermetallic compound
having a structure comprising fewer constitutional
vacancies that allow for the diffusion of aluminum
atoms than the defect structure of the first intermetal-
lic compound, such that the diffusion barrier hinders
the diffusion of aluminum atoms through the diffu-
sion barrier relative to their diffusion through the cor-
rosion resistant layer.

27. The structure of claim 26, wherein the substrate alloy
comprises steel.

28. The structure of claim 26, wherein the substrate alloy is
a refractory metal alloy.

29. The structure of claim 26, wherein the substrate alloy is
a nickel alloy.

30. The structure of claim 26, wherein the metal or metal-
loid is selected from the group consisting of Si, C, B, Ge, Ga,
Cr, N and P.

31. The structure of claim 26, wherein the first intermetallic
compound comprises the majority phase in the corrosion
resistant layer.
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