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Abstract: Mg-Li alloys have achieved vital applications in aerospace, automotive, and 3C fields for
their prominent properties. However, the Mg-Li alloy exhibits poor corrosion and wear resistance due
to the high activity of Mg and Li elements and low hardness of Mg. Accordingly, TC4 alloy coating
was prepared on the surface of Mg-Li alloy using the cold spray technique to enhance the surface
properties. Moreover, the microstructure, microhardness, tribological properties, and corrosion
resistance of the coating were systematically investigated. As indicated by the results, the interface
between the coating and the Mg-Li alloy substrate was mechanical bonding without significant
defects. Several pores exist in the cold sprayed TC4 coating for its high elasticity, toughness, and
passivation, resulting in a porosity of 4.3%. The microhardness of the cold sprayed TC4 coating
reached 296.3 HV, marking a notable increase in comparison with the substrate. The TC4 alloy coating
has better wear resistance than the Mg-Li alloy substrate. The wear volume of the cold sprayed TC4
alloy only accounted for 38% of that of Mg-Li alloy. Abrasive wear was the major wear mechanism of
the TC4 alloy coating. In electrochemical tests, the corrosion current density of the TC4 alloy coating
(1.426 × 10−5 A/cm2) was two orders of magnitude lower than that of the magnesium-lithium alloy
substrate (1.008 × 10−3 A/cm2), and the corrosion potential of the TC4 alloy coating was higher,
which indicates that the coating has excellent corrosion resistance.

Keywords: Mg-Li alloy substrate; cold spray; TC4 coating; wear resistance; corrosion resistance

1. Introduction

Mg-Li alloy has been confirmed as one of the lightest structural materials in the
world [1]. It has been extensively employed in aerospace, automotive and 3C fields [1,2]
for its several advantages (e.g., low density, high specific strength, shock absorption per-
formance, and resistance to high-energy particle penetration). However, the Mg-Li alloy
exhibits poor corrosion resistance due to the high activity of Mg and Li elements [3]. In
addition, it exhibits poor wear resistance due to severe adhesive wear arising from its
lower hardness [4]. Thus, researchers proposed to address the above problems using
surface protection technology, such as preparing protective coatings on the surface of
Mg-Li alloys that are capable of avoiding direct contact between the substrate and the
external environment, enhancing the corrosion resistance and wear resistance of the sub-
strate surface, and contributing to the extension of the service life of the substrate and the
lowering of usage costs [5,6]. Conventional surface protection technologies for Mg-Li alloys
include anodic oxidation [7], microarc oxidation [8], electroless plating [9], chemical conver-
sion [10], etc. Conventional surface protection techniques provide insufficient protection
for Mg-Li alloys, and there are still some issues that need to be addressed, such as the
unclear coating formation mechanism, environmental pollution problems, and relatively
thin coating thickness, etc.
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Cold spray technology refers to a solid-state process exhibiting a high spray rate and
deposition efficiency [11]. Compared to thermal spray techniques, cold spray techniques
are effective in preventing grain growth, phase transformation, and coating oxidation due
to the lower working environment temperature, thus contributing to the production of
dense coatings for oxidation-sensitive and heat-sensitive materials [12]. Moreover, due
to its non-melting powder characteristic, cold spraying has very little thermal impact on
the substrate, so low melting point substrates, such as magnesium alloy and aluminum
alloy, will not be diluted or damaged during the cold spraying process [13]. Accordingly,
cold spraying technology has great potential application value for improving the wear
resistance and corrosion resistance of the Mg-Li alloy.

Titanium and titanium alloys have advantages such as high specific strength, plasticity,
and corrosion resistance, making them commonly used for cold spray coating materials [14]
Daroonparvar et al. [15] significantly improved the corrosion resistance of an AZ31B
magnesium alloy by depositing a Ti/Ta coating and a cold sprayed Al coating on the
surface of the AZ31B magnesium alloy. Khun et al. [16] deposited a TC4 coating with
the thickness of 9 mm on a TC4 substrate using a high-pressure cold spraying process,
and it was found that the TC4 coating had higher hardness and similar wear resistance
in comparison with the substrate. Sun et al. [17] deposited a TC4 coating on a 6061-T651
aluminum alloy substrate using the cold spraying process, which improved the wear and
corrosion resistance. Existing investigations have shown that cold spraying titanium or
titanium alloy can enhance the wear resistance and corrosion resistance of the alloy surface.
Based on this, cold spraying a titanium alloy coating on the surface of Mg-Li alloy may
enhance its wear resistance and corrosion resistance.

There are currently few reports on cold spraying on Mg-Li alloy surfaces. In this study,
a wear and corrosion resistant coating with prominent performances was prepared on
the surface of Mg-Li alloy by combining the prominent properties of TC4 titanium alloy
and the advantages of cold spraying technology. The microstructure of the coating and
the properties of the coating were also systematically analyzed. This study provides a
useful theoretical reference as well as an empirical reference for the surface protection of
Mg-Li alloy.

2. Materials and Methods

TC4 alloy, prepared using the atomization method by Ningbo Zhongyuan New Ma-
terials Technology Co., Ltd. (Ningbo, China) was selected as the cold spraying powder.
The morphology and size distribution of TC4 titanium alloy powder are shown in Figure 1.
The size distribution of the powder was measured by a laser particle analyzer (Master-
sizer 2000, Malvern, UK). As depicted in the figure, the particles were mostly spherical or
nearly spherical with an average size of 12.71 µm. The spherical particles with high fluidity
contributed to the uniform feeding of the powder into the deposition in the spraying
process. The substrate material chosen was Mg-Li alloy, and the size of the specimen was
150 mm × 58 mm × 8 mm. Table 1 lists the compositions of the Mg-Li alloy and the TC4
powder. The TC4 titanium alloy coatings on the surface of the Mg-Li alloy were prepared
using a high-pressure cold spray system (Impact Innovations GmbH, Rattenkirchen, Ger-
many). Before cold spraying, to ensure the high flow ability of the powder, the TC4 powder
was heated in a vacuum drying oven at 100 ◦C. Subsequently, sandpaper was used to
polish the surface of the substrate until it was flat. The sample was immersed in anhydrous
ethanol for ultrasonic cleaning for 20 min to avoid impurities (e.g., oil stains affecting
the experimental results). Lastly, the Mg-Li alloy sample was sandblasted. Sandblasting
treatment can rough up the surface of the substrate, which is helpful to enhance the bonding
strength between the TC4 powder and the magnesium-lithium alloy. The TC4 powder
particles were deposited smoothly at a critical speed by combining the melting point and
flow ability of TC4 titanium alloy [18]. With the coating porosity as the coating quality
evaluation index, the process parameters for cold spraying with the minimum coating
porosity were determined through multiple tests, comprising a carrier gas pressure of
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39 bar, a carrier gas temperature of 780 ◦C, a powder feeding speed of 3 r/min, a spraying
distance of 25 mm, as well as a nitrogen protection gas flow rate of 80 m3/h.
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Figure 1. Morphology and particle size distribution of TC4 titanium alloy powder: (a) SEM image,
and (b) particle size distribution.

Table 1. Chemical composition of the Mg-Li alloy and TC4 powder (wt.%).

Composition Li Zn Y Mg V Al Ti

Mg-Li alloy 8.03. 4.94 0.73 Bal - - -
TC4 powder - - - - 4 6.09 Bal

The phase composition of the coating and substrate was characterized using an X-ray
diffractometer (XRD, Rigaku, Akishima, Japan). The target was Cu Kα, and the tube voltage
was 40 kV. The morphology and elemental composition on the surface and cross-section of
the coating were observed using a JSM-6510A scanning electron microscope (SEM, JEOL,
Tokyo, Japan) fitted with an energy dispersive spectrometer (EDS). The porosity of the
TC4 coating was determined using Image Pro Plus software (Media Cybernetics, Rockville,
MD, USA). For the accuracy of the data, three areas were randomly selected at each of the
top, middle and bottom positions of the coating cross-section and their SEM images were
examined at 1000×, and the average value determined was the porosity of the coating.

The microhardness of the coating was examined by a HMV-2000 Vickers hardness
tester (Shimadzu, Kyoto, Japan) with a load of 1.96 N for 15 s. To reduce experimental
errors, the measurement was performed five times in parallel at the respective test point,
and the average value was employed as the final test result. The wear test was conducted
on a UMT-3 wear tester (CETR, Campbell, CA, USA) at ambient temperature. A Si3N4
grinding ball with a radius of 3 mm was selected as the friction pair. The following test
parameters were selected: the sliding length of 4 mm, the load of 5 N, the frequency of 2 Hz,
and the test time of 20 min. To ensure the flatness of the sample and improve the accuracy
of the test, the specimen surface was mechanically polished, and alcohol ultrasonic cleaned
and dried prior to the test. After the wear test was performed, the wear scars were scanned
using a MicroXAM-3D surface profiler (ADE, San Jose, CA, USA) to determine the wear
volume of the substrate and the TC4 coatings.

Electrochemical testing of the Mg-Li alloy and the TC4 alloy coating were performed
on an electrochemical workstation (CHI 660, Shanghai Chenhua Instrument Co., LTD,
Shanghai, China) using a three-electrode system: a saturated calomel electrode (SCE) as
the reference electrode, a platinum electrode as the auxiliary electrode, and the testing
specimen as the working electrode. The test temperature reached 25 ± 3 ◦C. The tests were
performed in 3.5 wt.% NaCl solution. The specimens were closed with cold mounting
powder where 1 cm2 was exposed. The test time of the open-circuit potential reached
1800 s. The AC impedance spectrum was examined from 10−2 to 105 Hz with an amplitude
of 5 mV. The starting and ending potentials of the polarization curve were ± 0.5 V of the
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open-circuit potential, and the sensitivity was 10−3. The polarization curves were fitted in
the Tafel region based on the special analysis software that came with the electrochemical
workstation, and the electrochemical impedance was fitted with the Zsimp win software
(AMETEK Scientific Instruments, Berwyn, IL, USA).

3. Results
3.1. Surface Morphology and Microstructure

Figure 2a presents the original surface of the cold sprayed TC4 alloy coating. As
depicted in Figure 2a, the surface of the coating was concave and uneven. It is generally
known that a significant plastic deformation occurs when the spherical TC4 alloy particles
are subjected to a high-speed impact, and it is easy to produce the mechanical bonding and
achieve the interlocking effect [19]. However, some TC4 alloy particles on the outermost
layer of the coating are not subjected to plastic deformation, and they still display a
spherical shape. The reason for this is that some particles had been accelerated to the
critical velocity without obtaining sufficient thermal energy to fully soften. Moreover,
the surface particles lacked the tamping effect of the subsequent particles [20]. Figure 2b
shows the cross-sectional morphology of the cold sprayed TC4 coating. As depicted in the
figure, the thickness of the coating was approximately 586 µm, and the interface between
the coating and the Mg-Li alloy substrate was wavy without significant defects. The soft
Mg-Li alloy substrate was deformed seriously after suffering the impact of hard TC4 alloy
particles, thus causing the wavy interface. Moreover, the TC4 alloy powder impacted the
Mg-Li alloy substrate at such a high speed that local heating and plastic deformation of
the substrate were caused. Besides, the oxide layer broke and cracked under impact and
the exposed fresh metal bonded to each other to produce a mechanical interlocking [21].
Figure 2c shows the high-magnification view of the cross-section of the cold sprayed TC4
alloy coating. As depicted in the figure, some pores appeared in the coating. In the cold
spray process, some TC4 alloy particles were not deformed sufficiently, and failed to form
an effective bond, resulting in the porosity of 4.3%.
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The elements distribution throughout the interface between the coating and substrate
is shown in Figure 3a. The absence of Ti, Al, and V elements in the substrate, as well
as the absence of Mg elements in the TC4 coating, further confirmed that the bonding
mode between the TC4 coating and the Mg-Li alloy substrate was mechanical bonding [22].
Figure 3b shows the bonding morphology of the TC4 coating and the Mg-Li alloy matrix at
high magnification. It can be found that no other intermetallic compounds exist between the
Mg-Li alloy and the TC4 coating. The reason for this result is that there is no intermetallic
compound between the Mg-Li alloy matrix and the main elements of the TC4 titanium alloy
coating, Ti and Mg, and the solid solution degree is very small, such that a metallurgical
bond between the TC4 coating and the Mg-Li alloy is difficult to form.
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Figure 4 presents the XRD patterns of the TC4 powder and the cold sprayed coating.
It can be seen that all the diffraction peaks of the TC4 powder and the coating are well
matched with the α-phase, and no other phases were detected. This indicates that the
sprayed particles did not undergo phase transformation or oxidation during the cold
spraying process, which exhibits the unique benefits of the cold spraying process [23].
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3.2. Microhardness and Tribological Properties

Figure 5 presents the microhardness distribution at the interface between the cold
sprayed TC4 coating and the Mg-Li alloy substrate. As depicted in the figure, the average
hardness of the substrate and the cold sprayed TC4 coating reached 68.7 and 296.3 HV0.2,
respectively. The coating exhibited higher hardness than the substrate. Moreover, a slight
increase was reported in hardness from the Mg-Li alloy substrate to the interface. The
reason for this result is the reinforcing effect of particle impact during the cold spraying
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process [24]. For the coating, the hardness near the interface becomes greater due to
the deformation at high strain rates and the hardening that occurs during the process of
deposition of the cold sprayed particles. Furthermore, Boruah et al. suggested that the
surface residual compressive stresses, combined with the tamping effect of the subsequent
particles, increased the hardness of the coating [25].

Coatings 2023, 13, x FOR PEER REVIEW  6 of 16 
 

  

Figure 4. XRD patterns of the TC4 powder and cold sprayed TC4 coating. 

3.2. Microhardness and Tribological Properties 

Figure 5 presents the microhardness distribution at the  interface between  the cold 

sprayed TC4 coating and the Mg‐Li alloy substrate. As depicted in the figure, the average 

hardness of the substrate and the cold sprayed TC4 coating reached 68.7 and 296.3 HV0.2, 

respectively. The coating exhibited higher hardness than the substrate. Moreover, a slight 

increase was reported  in hardness  from  the Mg‐Li alloy substrate  to  the  interface. The 

reason for this result is the reinforcing effect of particle impact during the cold spraying 

process [24]. For the coating, the hardness near the interface becomes greater due to the 

deformation at high strain rates and the hardening that occurs during the process of dep‐

osition of the cold sprayed particles. Furthermore, Boruah et al. suggested that the surface 
residual compressive stresses, combined with the tamping effect of the subsequent parti‐

cles, increased the hardness of the coating [25]. 

  

Figure 5. Microhardness distribution of the interface between the cold sprayed TC4 coating and the 

Mg‐Li alloy substrate. 

Figure 6 presents the friction coefficient of the substrate and the cold sprayed TC4 

alloy coating with different sliding times. As depicted in the figure, it can be observed that 

the friction coefficient of the Mg‐Li alloy substrate tended to be stabilized into the stable 

wear stage after the early run‐in wear stage, and it was finally stabilized around 0.38. At 

the beginning of wear, the rough material surface, the smaller actual contact area, and the 

higher contact stress resulted  in a higher coefficient of friction. After a period with the 

contact point under the action of shear plastic flow, the higher micro‐convex body tended 

to be reduced, such that the actual contact area between the friction pairs was increased 

until it achieved a relatively stable state, and the friction coefficient tended to be stable. 

The friction coefficient of the cold sprayed TC4 coating was finally stable around 0.53 after 
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Figure 6 presents the friction coefficient of the substrate and the cold sprayed TC4
alloy coating with different sliding times. As depicted in the figure, it can be observed that
the friction coefficient of the Mg-Li alloy substrate tended to be stabilized into the stable
wear stage after the early run-in wear stage, and it was finally stabilized around 0.38. At
the beginning of wear, the rough material surface, the smaller actual contact area, and the
higher contact stress resulted in a higher coefficient of friction. After a period with the
contact point under the action of shear plastic flow, the higher micro-convex body tended
to be reduced, such that the actual contact area between the friction pairs was increased
until it achieved a relatively stable state, and the friction coefficient tended to be stable. The
friction coefficient of the cold sprayed TC4 coating was finally stable around 0.53 after the
run-in period. The low hardness of the Mg-Li alloy resulted in a low shear strength, thus
endowing the Mg-Li alloy with a lower friction coefficient than the TC4 coating.
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Figure 7 presents the three-dimensional topography and dimension information of the
worn surfaces of the Mg-Li alloy substrate and TC4 alloy coating under the same friction
test conditions. As depicted in the figure, the wear scar profile of the Mg-Li alloy substrate
was deep and wide, and the maximum depth and width of the scars reached 52.9 µm and
1.25 mm, respectively, with the wear volume of 0.121 m3. The wear scar profile of the cold
sprayed TC4 alloy coating was shallower and narrower, with a maximum depth and width
of 25.8 µm and 0.94 mm and a wear volume of 0.046 mm3. Although the friction coefficient
of the Mg-Li alloy substrate was smaller, the wear volume of the coating was 38% of the
substrate. The reason for this result is that the cold sprayed TC4 alloy coating exhibits a
higher hardness in comparison with the Mg-Li alloy substrate. According to Archard’s
law, the amount of wear is inversely proportional to the hardness of the wear surface [26].
The cold sprayed TC4 alloy coating surface has a greater hardness than the Mg-Li alloy
substrate surface, giving it a smaller amount of wear than the Mg-Li alloy substrate during
the friction process. The cold sprayed TC4 alloy coating exhibited better wear resistance
while providing better protection for the Mg-Li alloy substrate.
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Figure 8 presents the wear surface topography of the Mg-Li alloy substrate. As
depicted in Figure 8a,b, the wear mechanism of the Mg-Li alloy substrate was mainly
adhesive wear, accompanied by fatigue wear, as well as abrasive wear. The Mg-Li alloy
exhibited lower hardness, and it was prone to compression, plastic deformation, and
adhesion to the grinding ball during the friction process. Thus, during the continuous
sliding process, the adhesion points were sheared and then transferred to form spalling
pits, suggesting the presence of adhesive wear [27].The appearance of furrows in Figure 8a
confirmed the presence of abrasive wear [28]. Moreover, the spalling pits formed by crack
propagation under alternating loads were evidence of fatigue wear. Figure 8c presents
the O element map scanning analysis in Figure 8a. As depicted in the figure, the O element
in the worn zone was significantly higher than that in the non-worn zone, suggesting that
the Mg-Li alloy can produce more oxides during the friction process.
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and (c) O element map scanning analysis of Figure 8a.

Figure 9 shows the worn surface morphology of the cold sprayed TC4 alloy coating. As
depicted in Figure 9, the wear mechanism of the TC4 alloy coating was primarily abrasive
wear, accompanied by fatigue wear and adhesive wear. The worn scars displayed typical
adhesion marks and furrow characteristics [29]. In the sliding process, the alternating loads
induced plowing and plastic tearing of the TC4 alloy, thus resulting in material peeling and
the formation of abrasive debris, which gradually wears into smaller abrasive particles.
Figure 9c shows the O element map scanning analysis of Figure 9a. It can be observed
that the O element was evenly distributed on the worn surfaces, and no special oxides
were found.
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Figure 9. Morphologies of the worn surfaces of the TC4 alloy coating: (a,b) SEM morphologies, and
(c) O element map scanning analysis of Figure 9a.

The difference in hardness makes the Mg-Li alloy prone to adhesive wear, resulting in
extensive peeling of the material, while the TC4 alloy coating is more inclined to abrasive
wear and less likely to cause extensive spalling. Accordingly, the TC4 alloy coating has
better wear resistance and can effectively protect the Mg-Li alloy substrate.

3.3. Corrosion Properties

The polarization curves of the Mg-Li alloy substrate and the TC4 alloy coating are
shown in Figure 10a. It can be clearly observed that the TC4 alloy coating had a larger
corrosion potential (Ecorr) and a lower corrosion current density (icorr). The corrosion
potential and corrosion current density of the Mg-Li alloy substrate and cold sprayed TC4
alloy coating were calculated by fitting the polarization curves through the electrochemical
workstation, as presented in Table 2. The corrosion potentials of the substrate and TC4
alloy coating are −1.659 and −0.334 V, respectively. The corrosion potential of the TC4
alloy coating is significantly positively shifted with respect to the Mg-Li alloy substrate.
The corrosion current density of the Mg-Li alloy substrate and the cold sprayed TC4 alloy
coating are 1.008 × 10−3 A·cm−2 and 1.426 × 10−5 A·cm−2, respectively. The corrosion
current density of the cold sprayed TC4 alloy coating was two orders of magnitude lower
than that of the Mg-Li alloy substrate. Generally, the higher the corrosion potential and
the lower the corrosion current density, the stronger the corrosion resistance of the mate-
rial [30,31]. Thus, the cold sprayed TC4 alloy coating has better corrosion resistance than
the Mg-Li alloy substrate, and it can provide good protection to the Mg-Li alloy substrate.
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Figure 10. Electrochemical test results of the Mg-Li alloy substrate and cold sprayed TC4 alloy
coating: (a) Polarization curves, (b) Nyquist plot, (c) phase-frequency plots, and (d) Bode plots.

Table 2. Polarization curve parameters of the Mg-Li alloy and TC4 alloy coating in 3.5 wt.%
NaCl solution.

Specimens icorr/A·cm−2 Ecorr/VSCE

Mg-Li alloy 1.008 × 10−3 −1.659
TC4 alloy coating 1.426 × 10−5 −0.334

To gain more insights into the corrosion behavior of the Mg-Li alloy substrate and cold
sprayed TC4 alloy coating, the electrochemical impedance spectrum (EIS) was examined at
a stable open circuit potential, and the results are presented in Figure 10b–d. As depicted
in Figure 10b, the Mg-Li alloy substrate displayed a high frequency capacitive ring and a
low frequency inductive ring, whereas the cold sprayed TC4 alloy coating achieved only
one capacitive ring. The formation of low-frequency inductive rings was correlated with
the conversion and adsorption of substances in the oxide layer, thus taking on critical
significance in the protection. The diameter of the capacitance ring in the high frequency
region indicates that the impedance was caused by the charge transfer at the interface
between the electrolyte and the electrode, and that the larger the radius of the capacitance
arc, the greater the charge transfer resistance and the smaller the metal dissolution rate [32].
Obviously, the cold sprayed TC4 alloy coating exhibited a larger radius of tolerance to the
capacitance arc, suggesting the better corrosion resistance. Figure 10c presents the Bode
phase angle diagram of the Mg-Li alloy substrate and the cold sprayed TC4 alloy coating.
As depicted in the figure, the cold sprayed TC4 alloy coating displayed larger phase angle
peaks and peak widths, suggesting greater impedance and better corrosion resistance of the
coating. The impedance values in the low frequency region in Figure 10d reflect the degree
of penetration of the corrosive liquid into the coating [33]. The higher the impedance value
in the low frequency region, the more resistant it was to the penetration of the corrosive
solution, suggesting that the TC4 alloy coating had superior corrosion resistance.
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Figure 11 presents the equivalent circuit model based on the results of Nyquist and
Bode plot fitting to quantify the impedance values of the specimens. The electrochemical
impedance spectra of the Mg-Li alloy substrate and the cold sprayed TC4 alloy coating
were fitted using Zsimp win software (AMETEK, Berwyn, PA, USA) (version v3.60). The
equivalent circuits of the Mg-Li alloy substrate and the cold sprayed TC4 alloy coating
comprised Rs(QtRt(LRl)) and Rs(Qc(Rc(QtRt))), respectively. In Figure 11, Rs denotes the
solution resistance, Rc represents the passivation film resistance, Rt represents the charge
transfer resistance of the Mg-Li alloy substrate or the cold sprayed TC4 alloy coating,
Qc expresses the electrical layer capacitance at the interface between the passivation film
and the solution, Qt represents the double layer capacitance, L is the inductance, and Rl is
the inductive resistance. Table 3 lists the specific parameters values of the fitting results.
The corrosion performance of the specimen was correlated with Rt; the larger the value
of Rt, the lower the corrosion rate [34]. The Rt of the cold sprayed TC4 alloy coating and the
Mg-Li alloy substrate reached 2.36 × 104 and 1.90 × 102 Ω·cm2, respectively. Furthermore,
the Rt of the cold sprayed TC4 alloy coating was two orders of magnitude higher than that
of the Mg-Li alloy substrate, suggesting that the cold sprayed TC4 coating exhibited better
corrosion resistance.
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Figure 11. Equivalent circuits used for fitting the EIS: (a) Mg-Li alloy and (b) cold sprayed TC4
alloy coating.

Table 3. Electrochemical parameters of the fitting equivalent circuit.

Specimen Rs(Ω·cm2) Qc
–Y0

(Ω−1cm−2s−n) Qc−n Rc(Ω·cm2) Qt−Y0
(Ω−1cm−2s−n) Qt−n Rt(Ω·cm2) L(H·cm2) Rl(Ω·cm2)

Substrate 7.63 8.49 × 10−5 - - - 8.07 × 10−1 1.90 × 102 3.62 × 102 5.90 × 101

TC4 coating 3.82 3.42 × 10−4 3.66 × 10−1 5.01 × 10−1 3.50 × 10−5 8.34 × 10−1 2.36 ×104 - -

Figure 12 presents the corrosion microscopic morphologies of the Mg-Li alloy substrate
and the cold sprayed TC4 alloy after the electrochemical test was performed. As depicted
in the figure, the surface of the Mg-Li alloy produced a rough layer of corrosion products
under the effect of the localized corrosion. In addition, considerable cracks formed on the
surface of the Mg-Li alloy, and the extension and crossover of the cracks led to cracking
and spilling of the substrate surface [35]. The 3.5 wt.% NaCl solution had already produced
significant damage to the substrate surface. Figure 12c,d presents the EDS pattern of the
surface of the Mg-Li alloy after the electrochemical test; it can be seen that the corrosion
product surface is enriched with considerable O elements and almost no Mg elements,
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which is because the potential of β-Li in the two phases inside the Mg-Li alloy is lower than
that of α-Mg phase, and the corrosion occurs preferentially on the β-Li phase, forming the
corrosion product LiOH, which cannot be characterized by EDS because the X-Ray energy
of Li elements is very weak.
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Figure 12. Morphologies of the corrosion of the Mg-Li alloy substrate: (a,b) SEM morphologies, and
(c,d) EDS analysis of Figure 12a.

Figure 13 presents the corrosion micromorphology of the cold sprayed TC4 alloy
coating after electrochemical testing and the EDS pattern. The overall smooth surface of the
cold sprayed TC4 alloy coating did not show any significant corrosion products, and only
the chimeras of TC4 particles and the pores between them were identified, suggesting that
the coating can effectively resist the corrosion of 3.5 wt.% NaCl solution. As depicted in
Figure 13c,d, the overall distribution of elements on the surface of TC4 coating was uniform
and there was no significant element enrichment, suggesting that the passivation film was
dense and complete and effectively protected the substrate. The surface of the cold sprayed
TC4 coating contained considerable O elements since the Ti elements in the TC4 coating
rapidly generated a TiO2 passivation film in the oxygen-containing environment. TiO2
exhibited an extremely prominent corrosion resistance in the seawater environment, such
that the TC4 coating effectively resisted the corrosion of 3.5 wt.% NaCl solution. The TC4
coating on the surface of Mg-Li alloy avoided the direct contact between the substrate and
the external corrosive environment, such that the surface corrosion resistance of Mg-Li
alloy was effectively improved.
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Figure 13. Morphologies of the corrosion of cold sprayed TC4 alloy coating (a,b) SEM morphologies,
and (c,d) EDS analysis in Figure 13a.

4. Conclusions

(1) It is feasible to prepare a TC4 alloy coating on a Mg-Li alloy by cold spraying. The
interface between the coating and the Mg-Li alloy substrate is mechanical bonding without
significant defects. The porosity of the coating is approximately 4.3%.

(2) The TC4 alloy coating has higher hardness and wear resistance than the Mg-Li
alloy substrate. The wear volume of the cold sprayed TC4 alloy was only 38% of that of the
Mg-Li alloy. The wear mechanism of the Mg-Li alloy substrate is mainly adhesive wear,
accompanied by abrasive wear and fatigue wear. Furthermore, abrasive wear was the
major wear mechanism of TC4 alloy coating, accompanied by slight adhesive wear and
fatigue wear. The cold sprayed TC4 coating can be conducive to extending the service life
of the Mg-Li alloy substrate in practical applications, thus reducing costs.

(3) The cold sprayed TC4 alloy coating had superior corrosion resistance than the
Mg-Li alloy substrate. There were considerable cracks and corrosion products on the
surface of the Mg-Li alloy. However, no significant corrosion products and only small
pores were observed on the TC4 alloy coating, which can effectively resist the corrosion of
3.5 wt.% NaCl solution. The cold sprayed TC4 coating is beneficial to the application of
Mg-Li alloys in coastal environments, thus prolonging the service life of Mg-Li alloys.
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