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(54) Grain boundary engineered alpha-alumina coated cutting tool

(57) The present invention provides a cutting tool in-
sert consisting of a substrate of cemented carbide, cer-
met, ceramics, steel or a superhard material such as cu-
bic boron nitride (CBN) and a coating with a total thick-
ness of 5 to 40 mm, the coating consisting of one or more
refractory layers of which at least one layer is an α-Al2O3
layer having a thickness of 1 to 20 mm. To provide im-
prove cutting properties, improved chipping resistance
and improved crater wear resistance of the cutting tool
insert of the present invention the length of Σ3-type grain
boundaries in the at least one α-Al2O3 layer is more than
80% of the total length of the sum of grain boundaries of

Σ3, Σ7, Σ11, Σ17, Σ19, Σ21, Σ23 and Σ29-type grain
boundaries (=Σ3-29-type grain boundaries), the grain
boundary character distribution being measured by EB-
SD.

The cutting tool of the present invention can be ob-
tained by the method wherein said at least one α-Al2O3
layer is deposited by chemical vapour deposition (CVD)
the reaction gas of the CVD process comprising H2, CO2,
AlCl3 and X and optional additions of N2 and Ar, with X
being gaseous H2S, SO2, HF, SF6 or combinations there-
of, wherein the volume ratio of CO2 and X in the CVD
reaction chamber lies within the range of 2 < CO2/X < 10.
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Description

FIELD OF THE INVENTION

[0001] The present invention relates to a cutting tool insert consisting of a substrate of cemented carbide, cermet,
ceramics, steel or a superhard material such as cubic boron nitride (CBN) and a hard coating consisting of one or more
refractory layers of which at least one layer is an α-Al2O3 layer, and a method of manufacturing the cutting tool insert.

BACKGROUND OF THE INVENTION

[0002] Grain boundaries have a significant influence on material properties such as grain growth, creep, diffusion,
electrical, optical and last but not least on mechanical properties. Important properties to be considered are e.g. the
density of grain boundaries in the material, the chemical composition of the interface and the crystallographic texture,
i.e. the grain boundary plane orientations and grain misorientation. A special role is played by the coincidence site lattice
(CSL) grain boundaries. CSL grain boundaries are characterized by the multiplicity index Σ, which is defined as the ratio
between the crystal lattice site density of the two grains meeting at the grain boundaries and the density of sites that
coincide when superimposing both crystal lattices. For simple structures, it is generally admitted that grain boundaries
with low Σ values have a tendency for low interfacial energy and special properties. Thus, the control of the proportion
of special grain boundaries and of the distribution of grain misorientations inferred from the CSL model can be considered
to be important to the properties of ceramics and a way to enhance these properties.
[0003] In recent years, a scanning electron microscope (SEM)-based technique known as electron backscatter dif-
fraction (EBSD) has emerged and has been used to study grain boundaries in ceramic materials. The EBSD technique
is based on automatic analysis of Kikuchi-type diffraction patterns generated by backscattered electrons. A review of
the method is provided by: D.J. Prior, A.P. Boyle, F. Brenker, M.C. Cheadle, A. Day, G. Lopez, L. Peruzzo, G.J. Potts,
S.M. Reddy, R. Spiess, N.E. Timms, P.W. Trimby, J. Wheeler, L. Zetterström, The application of electron backscatter
diffraction and orientation contrast imaging in the SEM to textural problems in rocks, Am. Mineral. 84 (1999) 1741-1759.
For each grain of the material to be studied, the crystallographic orientation is determined after indexing of the corre-
sponding diffraction pattern. Available commercial software makes the texture analyses as well as determination of grain
boundary character distribution (GBCD) relatively uncomplicated by using EBSD. Application of EBSD to interfaces has
allowed the misorientation of grain boundaries to be characterized for large sample populations of boundaries. Typically
the misorientation distribution has been linked to the processing conditions of a material. The grain boundary misorien-
tation is achieved via usual orientation parameters such as, the Euler angles, angle/axis pair, or Rodriquez vector. The
CSL model is used widely as characterization tool. Over the last decade a research area known as Grain Boundary
Engineering (GBE) has emerged. GBE aims to enhance crystallography of the grain boundaries by developing better
process conditions and in such way achieve better materials. EBSD has been recently used to characterize hard coatings,
for reference see, H. Chien, Z. Ban, P. Prichard, Y. Liu, G.S. Rohrer, "Influence of Microstructure on Residual Thermal
Stresses in TiCxN1-x and alpha-Al2O3 Coatings on WC-Co Tool Inserts," Proceedings of the 17th Plansee Seminar
2009 (Editors: L.S. Sigl, P. Rodhammer, H. Wildner, Plansee Group, Austria) Vol. 2, HM 42/1-11.
[0004] US-A-7,442,433 discloses a tool coating where the upper layer is an alumina layer composed of α-Al2O3 having
an average layer thickness in the range of 1 to 15 mm, wherein the α-Al2O3 layer has the distribution ratios of Σ3 to total
ΣN+1 in the range of 60 to 80% analyzed by using EBSD (N is any even number equal to or greater than two in
consideration of the corundum type hexagonal-packed structure, but if an upper limit of N is 28 from the viewpoint of
distribution frequencies, even numbers such as 4, 8, 14, 24 and 26 do not exist). The coating is claimed to exhibit
excellent chipping resistance in a high-speed intermittent cutting. The deposition of the α-Al2O3 coatings according to
US-A-7,442,433 is performed from the system H2-CO2-AlCl3-H2S, whereby H2S is applied in the range of 0.1-0.2 vol%
and CO2 in the range of 11.2-15 vol%. The ratio CO2/H2S is larger than 75 in all the coatings according to US-A-7,442,433.

OBJECT OF THE INVENTION

[0005] It is an object of the present invention is to provide a coated cutting tool having an α-Al2O3 layer that exhibits
improved cutting properties, improved chipping resistance and improved crater wear resistance over the prior-art.

DESCRIPTION OF THE INVENTION

[0006] The present invention provides a cutting tool insert consisting of a substrate of cemented carbide, cermet,
ceramics, steel or a superhard material such as cubic boron nitride (CBN), and a coating with a total thickness of 5 to
40 mm, the coating consisting of one or more refractory layers of which at least one layer is an α-Al2O3 layer having a
thickness of 1 to 20 mm, wherein the length of Σ3-type grain boundaries in the at least one α-Al2O3 layer is more than
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80% of the total length of the sum of grain boundaries of Σ3, Σ7, Σ11, Σ17, Σ19, Σ21, Σ23 and Σ29-type grain boundaries
(=Σ3-29-type grain boundaries), the grain boundary character distribution being measured by EBSD.
[0007] The coating of the cutting tool insert of the present invention comprises a new, improved alumina layer where
the α-Al2O3 phase consists of as-deposited α-Al2O3 wherein Σ3-type grain boundaries dominate the grain boundary
character distribution measured by EBSD. It has surprisingly been found that improved cutting properties, improved
chipping resistance and improved crater wear resistance of the cutting tool insert can be achieved if more than 80% of
the total length of the sum of grain boundaries of Σ3-29-type grain boundaries be Σ3-type of grain boundaries. As will
be discussed in connection with the method of the present invention, the inventive dominating Σ3-type grain boundary
character distribution measured by EBSD can be controlled by particular deposition conditions. The present invention
enhances the properties of α-Al2O3 coatings by sophisticated Grain Boundary Engineering (GBE), so that extremely
high amounts of Σ3-type of grain boundaries can be obtained.
[0008] In a preferred embodiment of the cutting tool insert of the present invention the length of Σ3-type grain boundaries
in the at least one α-Al2O3 layer is from 82% to 99%, or from 84% to 97%, or from 86% to 92% of the total length of the
sum of grain boundaries of Σ3-29-type grain boundaries, the grain boundary character distribution being measured by
EBSD. it is very preferred if the length of Σ3-type grain boundaries in the at least one α-Al2O3 layer is more than 95%
of the total length of the sum of grain boundaries of Σ3-29-type grain boundaries.
[0009] In another preferred embodiment of the cutting tool insert of the present invention the coating comprises a first
layer adjacent to the substrate surface, the first layer consisting of carbide, nitride, carbonitride or oxycarbonitride of one
or more of Ti, Zr, V and Hf, or combinations thereof deposited using CVD or MT-CVD, having a thickness of from 1 to
20 mm, preferably from 5 to 10 mm, preferably the first layer consisting of titanium carbonitride, Ti(CN). It has been found
that this type of layer in combination with the inventive type of α-Al2O3 layer provides an improved flank wear resistance
to the cutting tool insert of the present invention.
[0010] In yet another preferred embodiment of the cutting tool insert of the present invention the coating comprises
an intermediate layer between the substrate surface and the first layer, the intermediate layer consisting of titanium
nitride, TiN, deposited using CVD or MT-CVD, and having a thickness of less than 5 mm, preferably from 0,3 to 3 mm,
more preferably from 0.5 to 2 mm. It has been found that providing this type of intermediate layer between the substrate
surface and the first layer improves the adhesion of the first layer, and thus, also the adhesion of the α-Al2O3 layer of
the present invention.
[0011] Preferably, the α-Al2O3 layer of the present invention is deposited directly on top of said first layer. However,
one or more additional intermediate layers between the first layer and the α-Al2O3 layer can also be provided according
to the present ionvention.
[0012] In yet another preferred embodiment of the cutting tool insert of the present invention

a) the uppermost layer of the coating is the α-Al2O3 layer or
b) the uppermost layer of the coating is a layer of carbide, nitride, carbonitride or oxycarbnitride of one or more of
Ti, Zr, V and Hf, or combinations thereof (top coating), having a thickness of from 0.5 to 3 mm, preferably 0.5 to 1.5
mm, being deposited atop of the α-Al2O3 layer or
c) surface areas of the cutting tool insert, preferably the rake face of the cutting tool insert, comprise the α-Al2O3
layer a) as the uppermost layer whereas the remaining surface areas of the cutting tool insert comprise as the
uppermost layer a layer b) of carbide, nitride, carbonitride or oxycarbnitride of one or more of Ti, Zr, V and Hf, or
combinations thereof, having a thickness of from 0.5 to 3 mm, preferably 0.5 to 1.5 mm, being deposited atop of the
α-Al2O3 layer.

[0013] The top coating layer atop the α-Al2O3 layer can be provided as a wear indicator or as a layer of other functions.
Embodiments, where only parts of the surface areas of the cutting tool insert, preferably the rake face of the cutting tool
insert, comprise the α-Al2O3 layer as the uppermost layer whereas the remaining surface areas are covered with the
top coating as the outermost layer, can be produced by removing the deposited top coating by way of blasting or any
other well known method.
[0014] In yet another preferred embodiment of the cutting tool insert of the present invention the substrate consists of
cemented carbide, preferably of cemented carbide consisting of 4 to 12 wt-% Co, optionally 0.5-10 wt-% cubic carbides
of the metals from groups IVb, Vb and VIb of the periodic table, preferably Ti, Nb, Ta or combinations thereof, and
balance WC.
[0015] For steel machining applications the cemented carbide substrate preferably contains 7.0 to 9,0 wt-% cubic
carbides of the metals from groups IVb, Vb and Vlb of the periodic table, preferably Ti, Nb and Ta, and for cast iron
machining applications the cemented carbide substrate preferably contains 0.3 to 3,0 wt-% cubic carbides of the metals
from groups IVb, Vb and VIb of the periodic table, preferably Ti, Nb and Ta.
[0016] In yet another preferred embodiment of the cutting tool insert of the present invention the substrate consists of
cemented carbide comprising a binder phase enriched surface zone having a thickness of 5 to 30 mm, preferably 10 to
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25 mm, from the substrate surface, the binder phase enriched surface zone having a Co content that is at least 1.5 times
higher than in the core of the substrate and having a content of cubic carbides that is less than 0.5 times the content of
cubic carbides in the core of the substrate. The thickness of the α-Al2O3 layer in this embodiment is preferably about 4
to 12 mm, most preferably 4 to 8 mm.
[0017] Preferably, the binder phase enriched surface zone of the cemented carbide body is essentially free from cubic
carbides. The binder enriched surface zone enhances toughness of the substrate and widens the application range of
the tool. Substrates having a binder enriched surface zone are particularly preferred for cutting tool inserts for metal
cutting operations in steel, whereas cutting tool inserts for metal cutting operations in cast iron are preferably produced
without binder enriched surface zone.
[0018] The present invention further provides a method of manufacturing a cutting tool insert as defined herein wherein
said at least one α-Al2O3 layer is deposited by chemical vapour deposition (CVD) the reaction gas of the CVD process
comprising H2, CO2, AlCl3 and X and optional additions of N2 and Ar, with X being gaseous H2S, SO2, SF6 or combinations
thereof, wherein the volume ratio of CO2 and X in the CVD reaction chamber lies within the range of 2<CO2/X<10.
[0019] It has surprisingly been found that the inventive dominating Σ3-type grain boundary character distribution ob-
tained by EBSD can be controlled by particular deposition conditions. The inventive kind of Σ3-type grain boundary
character can be achieved by the control of the volume ratio of CO2 and X in the CVD reaction during deposition of α-
Al2O3. If the volume ratio CO2/X is lower than 2 the growth rate of the α-Al2O3 layer will be too low. If the volume ratio
CO2/X is higher than 10 the amount of Σ3-type grain boundaries will be reduced.
[0020] In a preferred embodiment of the method of the present invention the volume ratio of CO2 and X in the CVD
reaction chamber lies within the range of 3<CO2/X<8, preferably 4<CO2/X<6. It has been found that the amount of Σ3-
type grain boundaries can be further increased if the volume ratio CO2/X lies within these preferred ranges, especially
in the presence of SO2.
[0021] In another preferred embodiment of the method of the present invention the volume proportion of the component
X or the combination of components X in the CVD reaction chamber lies within the range of 0.2 vol% to 5.0 vol%,
preferably 0.5 vol% to 3.0 vol% and more preferably 0.6 vol% to 2.0 vol%, of the total volume of gases in the CVD
reaction chamber.
[0022] If the volume proportion of the component X is lower than 0.2 vol% typically a too low deposition rate will be
obtained. If H2S is used too high levels of H2S should, in principle, be avoided since this H2S is a flammable and extremely
hazardous gas. Air must be tested for the presence and concentration of H2S by a qualified person using air monitoring
equipment, such as hydrogen sulfide detector or a multi-gas meter that detects the gas. Fire and explosion precautions
are also necessary.
[0023] In yet another preferred embodiment of the method of the present invention the volume ratio of CO2/AlCl3 in
the CVD reaction chamber is equal or smaller than 1.5 and/or the volume ratio of AlCl3/HCl in the CVD reaction chamber
is equal or smaller than 1. It has surprisingly been found that the limitation of the volume ratio of CO2/AlCl3 in the CVD
reaction chamber to a maximum of 1.5 can contribute to the formation of high amounts of Σ3-type of grain boundaries.
It has further been found that the limitation of the volume ratio of AlCl3/HCl in the CVD reaction chamber to a maximum
of 1.0 can also contribute to the formation of high amounts of Σ3-type of grain boundaries. If both conditions are met,
the formation of Σ3-type of grain boundaries can even be improved.
[0024] In yet another preferred embodiment of the method of the present invention the component X in the CVD
process is H2S or SO2 or a combination of H2S and SO2, whereby, if the component X in the CVD process is a combination
of H2S and SO2, the volume proportion of SO2 does not exceed 20% of the volume amount of H2S. It has been found
that, if the amount SO2 in the combination of H2S and SO2 exceeds 20% of the volume amount of H2S, the coating
uniformity was reduced resulting in the so-called "dog-bone effect".
[0025] In yet another preferred embodiment of the method of the present invention the reaction gas of the CVD process
comprises additions of N2 and/or Ar in a volume amount in the range of 4 to 20 vol%, preferably 10 to 15 vol%, of the
total volume of gases in the CVD reaction chamber.
[0026] In yet another preferred embodiment of the method of the present invention the CVD process is conducted at
a temperature in the range of 850 to 1050 °C, preferably 950 to 1050 °C, most preferably 980 to 1020 °C and/or the
CVD process is conducted at a reaction gas pressure in the range 50 to 120 mbar, preferably 50 to 100 mbar.
[0027] By depositing the α-Al2O3 layer according to the method of the present invention the amount Σ3-type grain
boundaries can be controlled so that the total length of Σ3-type grain boundaries is more than 80% of the total length of
the sum of grain boundaries of Σ3, Σ7, Σ11, Σ17, Σ19, Σ21, Σ23 and Σ29-type grain boundaries (=Σ3-29-type grain
boundaries). As will be shown in the examples below, these kinds of coatings exhibit an excellent chipping resistance
in a high-speed intermittent cutting and enhanced crater wear resistance in continuous turning over the prior-art coatings.

EBSD sample treatment and measurement

[0028] For the present invention the distribution of grain boundaries was studied by EBSD as described herein. The
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EBSD technique is based on automatic analysis of Kikuchi-type diffraction patterns generated by backscattered electrons.
For reference see: D.J. Prior, A.P. Boyle, F. Brenker, M.C. Cheadle, A. Day, G. Lopez, L. Peruzzo, G.J. Potts, S.M.
Reddy, R. Spiess, N.E. Timms, P.W. Trimby, J. Wheeler, L. Zetterström, The application of electron backscatter diffraction
and orientation contrast imaging in the SEM to textural problems in rocks, Am. Mineral. 84 (1999) 1741-1759. For each
grain, the crystallographic orientation is determined after indexing of the corresponding diffraction pattern. Commercially
available software was applied.
[0029] The surfaces of the alumina coatings were prepared for EBSD. The coating surfaces were first polished sub-
sequently using slurries of diamond having average grain sizes of 3 mm and 1 mm, respectively. Then, the samples were
polished using colloidal silica having an average grain size of 0.04 mm. Care was taken to ensure that the polished
surfaces were smooth and parallel to the original coating surface. Finally, the specimens were ultrasonically cleaned
before EBSD examination.
[0030] After cleaning the polished surfaces of the α-Al2O3 coatings were studied by SEM equipped with EBSD. The
EBSD data were collected sequentially by positioning the focused electron beam on each grain individually. The normal
of the sample surface was tilted 70° to the incident beam and analysis was carried out at 15 kV (probe current 1 nA).
Pressure of 10 Pa was applied to avoid charging effects. High current mode was used together with 60 mm or 120 mm
apertures. Acquisitions were made on polished surfaces with steps of 0.1 mm/step for 500x300 points, corresponding
to a surface area of 50x30 mm. The acquisitions were made with and without noise filtering. Noise filtering and grain
boundary character distributions were determined using commercial software. The analysis of grain boundary character
distributions was based on available the data from Grimmer (H. Grimmer, R. Bonnet, Philosophical Magazine A 61
(1990) 493-509). Brandon criterion (ΔG < G0 (Σ)-0.5, where G0 = 15°) was used to account for the allowed deviations
ΔG of experimental values from the theoretical values (D. Brandon Acta metall. 14 (1966) 1479-1484.) Special grain
boundaries corresponding to given Σ-values were counted and expressed as a fraction of the total grain boundaries.
[0031] For the purpose of the present invention and the definitions herein, Σ-values for the calculation of Σ-type grain
boundaries are based on EBSD data without noise reduction. Care should be taken that specimen preparation is carried
out as described here with sufficient smoothness.

DESCRIPTION OF THE FIGURES

[0032]

Fig. 1 Rake face of the cutting insert with coating 2 according to prior art after turning test according to example 3.

Fig. 2 Rake face of the cutting insert with coating 6 according to the present invention after turning test according to
example 3.

EXAMPLES

Example 1 - α-Al2O3 coatings

[0033] Cemented carbide substrates for cutting inserts with a composition of 6.0 wt% Co and balance WC (hardness
about 1600 HV) were coated with a Ti(C,N) layer by applying MT-CVD using 0.6 vol% CH3CN, 3.8 vol% TiCl4, 20 vol%
N2 and balance H2. The thickness of the Ti(C,N) MT-CVD layer was about 5mm.
[0034] Onto this Ti(C,N) layer of separate substrate samples 7 different layers consisting of about 8 mm α-Al2O3 were
deposited by applying CVD referred to here as coatings 1 to 7. The following insert geometries were coated: SNUN140408
(especially for EBSD Studies), CNMG120412, WNMG080412-NM4, WNMG080416-NM9, DNMG150608-NM4. The
coating parameters are given in Table 1 for α-Al2O3.
[0035] The deposition of α-Al2O3 was started by depositing a 0.05 mm to about 1 mm thick bonding layer on top of the
MTCVD layer from the system H2-N2-CO-TiCl4-AlCl3 at a pressure of 50 to 100 mbar. α-Al2O3 was nucleated on the
(Ti,Al)(C,N,O) bonding layer by treating said layer with a gas mixture of 0.7 to 2.5 vol% CO2, >95 vol% H2 for 2 to 60
min at a temperature from about 750 to 1050 °C, preferably at about 980 to 1020 °C and most preferably at 1000 to
1020 °C (P= 80 to 100 mbar). The alumina deposition was started with a sequence without precursor X for about 10
min. All the precursors, except HCl, were shunted into the reactor simultaneously 2 min after HCl introduction.
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Example 2 - EBSD examination

[0036] The alumina layers of the samples of Example 1 were polished and cleaned, and then EBSD measurements
were made, as described above for EBSD sample treatment and measurement.
[0037] The results of the EBSD measurements in respect of the relative amounts of Σ3-type grain boundaries are
given in Table 2 for data without and with noise reduction. As can be seen in Table 2 the amount of Σ3-type grain
boundaries to the total Σ3-29-type grain boundaries decreases as a result of noise reduction. The reduction as a result
of noise reduction is larger for the prior art coatings with lower proportion of Σ3-type grain boundaries.

Example 3 - Turning Tests

[0038] Coatings 2 and 6 of Example 1 deposited on WNMG080412-NM4 inserts were tested in carbon steel (C45)
without coolant using the following cutting parameters:

Geometry: WNMG080412-NM4
Cutting speed (vc) = 280 m/min
Feed (f) = 0,32 mm/rev
Depth of cut (ap) = 2,5 mm.

[0039] The rake faces of the inserts are shown in Fig. 1 (coating 2 - prior art) and Fig. 2 (coating 6 - invention) after
turning for 12 min. The insert according to the invention showed considerably less crater wear.

Example 4 - Turning Tests

[0040] Coatings 3, 6 and 7 of Example 1 deposited on WNMG080412-NM4 inserts were tested in carbon steel (C45)
without coolant using the following cutting parameters:

Geometry: WNMG080412-NM4
Cutting speed (Vc) = 220 m/min

Table 1 - Coating Parameters for α-Al2O3

Coating CO2 
[vol%]

SO2 
[Vol%]

H2S 
[Vol%]

AlCl3 
[Vol%]

HCl 
[Vol%]

N2 
[Vol%]

Ar 
[Vol%]

H2 [Vol%] CO2/X 
ratio

1 (prior art) 11 - 0.1 7.5 3.5 - - balance 110

2 (prior art) 15 - 0.2 11.0 5.0 - - balance 75

3 (prior art) 4 - 0.1 2.7 1.0 - - balance 40

4 (invention) 3 0.04 0.4 2.0 1.0 6 3 balance 6.8

5 (invention) 3 0.1 1.0 2.2 2.2 6 3 balance 2.7

6 (invention) 3 0.06 0.6 2.0 2.0 6 3 balance 4.5

7 (invention) 3 - 0.6 2.0 2.0 - - balance 5

Table 2 - % Σ3-type grain boundaries to the total Σ3-29-type grain boundaries with and without noise reduction

Coating Σ3 to the total Σ3-29 (%) (without noise reduction) Σ3 to the total Σ3-29 (%) (with noise reduction)

1 (prior art) 56 51

2 (prior art) 64 53

3 (prior art) 71 64

4 (invention) 88 86

5 (invention) 92 90

6 (invention) 99 97

7 (invention) 84 82
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Feed (f) = 0,32 mm/rev
Depth of cut (ap) = 2,5 mm.

[0041] The tool lives are shown in table 3. The inserts with coatings 6 and 7 containing high proportion of Σ3-type
grain boundaries (invention) showed superior resistance to crater wear.

Example 5 - Edge Toughness Tests

[0042] Coatings 3, 6 and 7 of Example 1 deposited on CNMG120412 inserts were tested with respect to edge toughness
(chipping resistance) in longitudinal turning of cast iron (GG25) using the following cutting parameters:

Insert geometry: CNMG120412
Cutting speed: vc=300 m/min
Feed (f) = 0,32 mm/rev
Depth of cut: ap=2,5 mm

[0043] The inserts were inspected after 4 and 8 minutes of cutting. As shown in Table 4, compared to the coating of
the prior art, the edge toughness was considerably enhanced when the coating was produced according to this invention.

Claims

1. A cutting tool insert consisting of
a substrate of cemented carbide, cermet, ceramics, steel or a superhard material such as cubic boron nitride (CBN)
and a coating with a total thickness of 5 to 40 mm, the coating consisting of one or more refractory layers of which
at least one layer is an α-Al2O3 layer having a thickness of 1 to 20 mm,
wherein the length of Σ3-type grain boundaries in the at least one α-Al2O3 layer is more than 80% of the total length
of the sum of grain boundaries of Σ3, Σ7, Σ11, Σ17, Σ19, Σ21, Σ23 and Σ29-type grain boundaries (=Σ3-29-type
grain boundaries), the grain boundary character distribution being measured by EBSD.

2. The cutting tool insert of claim 1 wherein the length of Σ3-type grain boundaries in the at least one α-Al2O3 layer is
from 82% to 99%, or from 84% to 97%, or from 86% to 92% of the total length of the sum of grain boundaries of
Σ3-29-type grain boundaries, the grain boundary character distribution being measured by EBSD.

3. The cutting tool insert of any of claims 1 or 2 wherein the coating comprises a first layer adjacent to the substrate
surface, the first layer consisting of carbide, nitride, carbonitride or oxycarbonitride of one or more of Ti, Zr, V and
Hf, or combinations thereof deposited using CVD or MT-CVD, having a thickness of from 1 to 20 mm, preferably
from 5 to 10 mm, preferably the first layer consisting of titanium carbonitride, Ti(CN).

4. The cutting tool insert of claims 3 wherein the coating comprises an intermediate layer between the substrate surface
and the first layer, the intermediate layer consisting of titanium nitride, TiN, deposited using CVD or MT-CVD, and

Table 3 - Turning Test results

Coating Tool Life (min)

3 (prior art) 13.5

6 (invention) 21

7 (invention) 18

Table 4 - Edge Toughness

Coating Flaking of the edge line (%) after 4 minutes Flaking of the edge line (%) after 8 minutes

3 (prior art) 4 22

6 (invention) 0 8

7 (invention) 2 13
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having a thickness of less than 5 mm, preferably from 0,3 to 3 mm, more preferably from 0.5 to 2 mm.

5. The cutting tool insert of any of claims 3 or 4 wherein the α-Al2O3 layer is deposited on top of said first layer.

6. The cutting tool insert of any of claims 1 to 5 wherein

a) the uppermost layer of the coating is the α-Al2O3 layer or
b) the uppermost layer of the coating is a layer of carbide, nitride, carbonitride or oxycarbnitride of one or more
of Ti, Zr, V and Hf, or combinations thereof, having a thickness of from 0.5 to 3 mm, preferably 0.5 to 1.5 mm,
being deposited atop of the α-Al2O3 layer or
c) surface areas of the cutting tool insert, preferably the rake face of the cutting tool insert, comprise the α-Al2O3
layer a) as the uppermost layer whereas the remaining surface areas of the cutting tool insert comprise as the
uppermost layer a layer b) of carbide, nitride, carbonitride or oxycarbnitride of one or more of Ti, Zr, V and Hf,
or combinations thereof, having a thickness of from 0.5 to 3 mm, preferably 0.5 to 1.5 mm, being deposited atop
of the α-Al2O3 layer.

7. The cutting tool insert of any of claims 1 to 6 wherein the substrate consists of cemented carbide, preferably of
cemented carbide consisting of 4 to 12 wt-% Co, optionally 0.5-10 wt-% cubic carbides of the metals from groups
IVb, Vb and Vlb of the periodic table, preferably Ti, Nb, Ta or combinations thereof, and balance WC.

8. The cutting tool insert of any of claims 1 to 7 wherein the substrate consists of cemented carbide comprising a binder
phase enriched surface zone having a thickness of 5 to 30 mm, preferably 10 to 25 mm, from the substrate surface,
the binder phase enriched surface zone having a Co content that is at least 1.5 times higher than in the core of the
substrate and having a content of cubic carbides that is less than 0.5 times the content of cubic carbides in the core
of the substrate.

9. A method of manufacturing a cutting tool insert of any of the previous claims wherein said at least one α-Al2O3 layer
is deposited by chemical vapour deposition (CVD) the reaction gas of the CVD process comprising H2, CO2, AlCl3
and X and optional additions of N2 and Ar, with X being gaseous H2S, SO2, SF6 or combinations thereof, wherein
the volume ratio of CO2 and X in the CVD reaction chamber lies within the range of 2 < CO2/X < 10.

10. The method of claim 9, wherein the volume ratio of CO2 and X in the CVD reaction chamber lies within the range
of 3 < CO2/X < 8, preferably 4 < CO2/X < 6.

11. The method of any of claims 9 or 10, wherein the volume proportion of the component X or the combination of
components X in the CVD reaction chamber lies within the range of 0.2 vol% to 5.0 vol%, preferably 0.5 vol% to 3.0
vol% and more preferably 0.6 vol% to 2.0 vol%, of the total volume of gases in the CVD reaction chamber.

12. The method of any of claims 9 to 11, wherein the volume ratio of CO2/AlCl3 in the CVD reaction chamber is equal
or smaller than 1.5 and/or the volume ratio of AlCl3 / HCl in the CVD reaction chamber is equal or smaller than 1.

13. The method of any of claims 9 to 12, wherein the component X in the CVD process is H2S or SO2 or a combination
of H2S and SO2, whereby, if the component X in the CVD process is a combination of H2S and SO2, the volume
proportion of SO2 does not exceed 20% of the volume amount of H2S.

14. The method of any of claims 9 to 13, wherein the reaction gas of the CVD process comprises additions of N2 and/or
Ar in a volume amount in the range of 4 to 20 vol%, preferably 10-15 vol%, of the total volume of gases in the CVD
reaction chamber.

15. The method of any of claims 9 to 14, wherein the CVD process is conducted at a temperature in the range of 850
to 1050 °C, preferably 950 to 1050 °C, most preferably 980 to 1020 °C and/or the CVD process is conducted at a
reaction gas pressure in the range 50 to 120 mbar, preferably 50 to 100 mbar.
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