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HccaenoBanne BIUAHUSA JIETUPOBAHUS 3JIEeMEHTAMU
IV—V rpynn nepuognuecKoi CUCTEMbI HA TEMIIEPATyPHbIE
MHTEPBAJBI IJIABJICHU S HUKEJIeBhIX IIPUIIOEB

C. B. MakcumoBa, B. B. Boponos, II. B. KoBanbuyk

Hucmumym anexkmpoceapru um. E. O. [lTamona HAH YkpauHrut,
ya. Kasumupa Manesuua, 11,
03150 Rues, Ykpauna

IIpu momomiu auddepeHIInalIbHOTO TEPMUYECKOr0 aHalnu3a OnpeaeseHbl UH-
TepBaJIbl IJIABJIEHUA SKCIEePUMEHTAJIbHBIX HUKEJNEBLIX NPUMOEB /I MalKu
JKapoOIPOYHBIX HUKEJIEeBBIX CIIaBoB. Ha 6ase sKCIepUMeHTANIbHBIX JaHHBIX U
C TIOMOTITHI0 METOJOB CTATUCTHUUECKOT0 aHAa13a IOCTPOEHBI IIOBEPXHOCTU JINK-
BUAYCA JAHHBIX IPUMONHBIX CIJIABOB B 3aBUCUMOCTHU OT COJAEPKAHUS B UX CO-
craBe ayieMeHTOB IV—V rpymnm nepuoaunueckoit cucremsl. IlokazaHo, 4To BIUS-
HUe [IUPKOHUA Ha TeMIIePaTypPy JUKBUIYCA SKCIIEPUMEHTAJIbHBIX CILJIABOB HO-
CUT HeJWHENHBIN XapaKTep U 3aBUCUT OT COAEP:KAHUS B HUX APYTUX aATe3u-
oHHO-aKTUBHBIX dyeMeHTOB (Ti, Nb). Hambonee akTuBHOE CHUIKEHUE TeMIIe-
parypnl aukBuayca B ciaBax cucrteMbl Ni—Cr—Co—Mo—W-Al-Ti—Nb—(Zr)
MIPOUCXOAUT pU cooTHOITeHuu saeMeuToB Ti:Nb = 1:1 u Ti:Nb = 1:2. Pesyab-
TaTaM¥ JIOKAJbHOTO MHKPOPEHTTEHOCIEeKTPAJbHOI'0 aHajlu3a yCTAaHOBJIEHO,
YTO NPHU IIaliKe COeAWHEHWI M3 KapOIPOUYHOro HuKeyseBoro ciiaBa +HKC6Y
MHOTOKOMIIOHEHTHBIM IPHUIIOEM, coaep:kamnuM g0 13% mace. IUPKOHHUA, B
IIasgHOM IIIBe (DPOPMUPYETCS CTPYKTYPa, COCTOAIIAA U3 3€PEeH TBEPIZOTO PACTBO-
pa, dasel Ni,Zr, He3dHAUNUTEIHLHOT'O KOJMUYECTBA 3BTEKTUUYECKOI COCTaBJIAIO-
et u (asbl, 000TAIEHHON YIJIepoa0oM U BOJIb(ppaMoM.

KaroueBble ciIoBa: BBICOKOTEMIIEPATYPHBIN auddepeHnaabHblii TepMUYe-
CKUI aHaJN3, TEMIepaTyphl COJIUAyca U JUKBUIYyCA, IPUIIOI, JUTEHHBINA Ka-
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pompounsrii cyias JKC6Y, maiika.

3a momomMororm AuQepeHIifHOr0 TepMiuHOIro aHaJ i3y BHU3HAUEHO iHTepBaIun
ILJIaBJIEHHS €KCIePUMEHTAJbHUX HiKeJIeBUX IPUIMOIB AJA MagHHA KaPOMIiIl-
HUX HiKeseBux ciiaBiB. Ha 6asi ekcrepuMeHTAIbHUX JaHUX i 32 TOIIOMOTOIO
MEeTO/IiB CTaTHUCTUYHOTO aHaJi3y mobyaoBaHi IMOBEPXHi JiKBiAyCcy JaHUX IPHU-
MOMHUX CILJIABiB B 3aJIE}KHOCTI Big BMicTy B ix ckaazni ememenTiB IV-V rpyn
nepioguunoi cucremu. Ilokasawmo, 1110 BIJIMB MUPKOHIIO HA TEMIIEPATYPY JiK-
BilyCcy eKCIlepMMEeHTaJhbHUX CILJIaBiB HOCUTL HEJIiHIMHMI XapakTep i 3aie-
JKUTH BiJf BMicTy B HUX iHIMUX aaresiiiHo-akTuBHux eixemeHntiB (Ti, Nb). Haii-
OiJIBINI aKTHUBHE 3HUKEHHSA TeMIIepaTypH JiKBifycy B cmiaBax cuctemu Ni—
Cr—Co—Mo—W-AI-Ti—Nb—(Zr) Bin6yBaeThcsa IIpU CIiBBiAHOIIIEHH] eIeMeHTiB
Ti:Nb = 1:1 i Ti:Nb = 1:2. PesyasTaTaMu JOKAJILHOTO MiKPOPEHTIE€HOCIEKT-
PaIbHOrO aHAJII3y BCTAHOBJIEHO, 1[0 IPU HadAHHI 3’€¢HAHD 3 KAPOMIIIHOT'O Hi-
KeJseBoro ciapy JKC6Y 6araToKOMIIOHEHTHUM IIPUAIIOEM, II[0 MicTUTE 50 13%
Mac. IIUPKOHiI0, B MagHUX IIBaxX (hOPMYETHCA CTPYKTYPA, IO CKJIALAETHCA 3
3epeH TBepAoro po3umHy, Gasm Ni;Zr, HedHAYHOl KIiJIBKOCTI €BTEeKTHUYHOL
CKJIaoBoi i (hasu, 36araueHoi ByrJjelem i BobppamMoM.

KarouoBi croBa: BCOKOTeMIepaTypHU AUMEpPEeHIiHHNN TepMiuHuil aHATi3,
TeMIIEPATYPH COJiAycy i JiKBimycy, mpumiii, TMBapHUU KapOMIiITHUH CIIJIaB
JHKC6Y, naanus.

Using differential thermal analysis, the melting intervals of experimental
nickel brazing filler metal for brazing heat-resistant nickel alloys are deter-
mined. Based on experimental data and using statistical analysis methods,
liquidus surfaces of brazing filler metal data are constructed depending on
the content of elements of the IV-V groups of the periodic system in their
composition. As shown, the effect of zirconium on the liquidus temperature
of experimental alloys is non-linear and depends on the content of other ad-
hesive-active elements (Ti, Nb) in them. The most active lowering of the
liquidus temperature in the Ni—-Cr—Co—Mo—W—-AI-Ti—Nb—(Zr) alloys occurs
when the ratio of the elements are Ti:Nb = 1:1 and Ti:Nb = 1:2. The results of
local micro X-ray analysis demonstrate that, when brazing joining from the
heat-resistant nickel alloy ZhS6U multicomponent brazing filler metal con-
taining up to 13% wt. zirconium in a brazed seam, the structure consisting of
grains of a solid solution, the NijZr phase, a small amount of the eutectic
component, and the phase enriched in carbon and tungsten is formed.

Key words: high-temperature differential thermal analysis, solidus and
liquidus temperatures, brazing filler metal, foundry superalloy ZhS6U, braz-
ing.

(ITonyueno 10 urona 2019 2.)

1. BBEJEHUE

sKapompounsie HuKesneBbie ciiassl ((KHC) Ha ocaoBe Ni u Co asBisAroTCS
OCHOBHBIMHU BBICOKOTEMIIEPATYPHBIMM, BBICOKOIIPDOYHBIMM MaTepHaJa-
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TABJINITA 1. XuMuuecKuit CoOCTaB KapoIIPoOYHOro HuKeesoro ciiasa sJKC6Y [3].

TABLE 1. The chemical composition of the heat-resistant nickel alloy ZhS6U [3].

Ni [Co|W |Al| C|[Cr|Ce/Mo|Nb|Ti|Zr | B |[Pb]| Y
54,3- 9- 9,5- 5,1- 0,13 8- g0 1,2-0,8- 2- 10 g0 fo JAO
62,7 10,5 11 6 -0,2 9,5 0,02 2,4 1,2 2,9 0,04 0,0350,001 0,01

MU, IPUMEHAEMBIMI B SHEPTETUUYECKOM ITPOMBIIIJIEHHOCTA IIPU W3TO-
TOBJIEHUY aBUAIIMOHHBIX, MOPCKUX W HABEMHBIX Ta30TyPOMHHBIX IBU-
rareseii. CrmaB JKC6Y sBasieTcsa ofHUM 13 HanboJee MINPOKO MCIOJIb-
3yeMbIX B IIPOMBIIIJIEHHOCTH JKAPOIPOUYHBLIX JUTEHHBIX HUKEJIEeBBIX
cmiaBoB. Ero obsacts mpuMeHeHuA — paboure M HAIpPaBJIAOIINE JIO-
MMaTKH, a TaKKe CeKIIMOHHBIE JIOMTATKY COILJIOBOTO allllapaTa aBUaIl[uOH-
HBIX TYPOUH W 9HEPrOCUJIOBBIX YCTAHOBOK Pa3JIMUHOr0O HasHaueHusd [1,
2].

Cnnas JKC6Y oTHOCUTCA K MHOTOKOMIIOHEHTHBIM BBICOKOXKAPOIIPOU-
HBIM JIUTEMHBIM HUKEJIEeBLIM CILIaBaM, comeps:kainum 9,5—-11,0% wmacc.
Boabdpama (Tabdia. 1). Cymmapuoe KonudectBo Al + Ti, onpegeasioiiee
BBICOKYIO JKapOIIPOYHOCTD CIlJIaBa, cocTaBiasaer 7,1-8,9% macc. [2].

OcuoBHOe yupouHenue ciaBa sKC6Y gocTuraercs 3a cueT oopasoBa-
HUA gucnepcHbIX (~0,5 MKM) yacTui y'-¢dasbl Ky60BUAHON (POPMBI, 00-
pasymomnuxcs B MePEeHaCBHIINIeHHOM MATPUYHOM Y-TBEPAOM PAacCTBOpPE B
IIpoIiecce OXJIaKIeHUs IPU TeMIIepaType, KOTopasa HUMKe TeMIIepaTypPhl
IIOJIHOTO pacTBopeHuda Y'-¢aswl [1, 2, 4]. Hapany ¢ ynpounenueMm 7'-
dasoit Niz(Al, Ti) peanusyercsa AuUCIepCUOHHOE YIIPOUHEHME YaCTUIlA-
mu KapbugoB MeXCY (Me = (Ti, Ta, Nb)) u 60pugoB pasimnyHOrO THIIA
(taba. 2). O0beMHaAA KOs YacTUll y'-Gasbl B CTPYKType gocturaer 60—
70% .

BepxHuii mpeges pabouux TeMIepaTyp HAHHOTO CILJIaBa COCTABJISIET
1050-1100°C. Pasymnpounenue JKHC obycioBauBaeTcsa mpekae BCEro
yMeHbIIIeHreM 00'beMHOM [0 BTOPUYHBIX BhIJeJIeHUH Y -(as3bl BCe-
CTBUE MOBLIMIEHU S UX PACTBOPUMOCTH B Y-HUKEJIEBOU MaTPHUILE, a TAKKe
orpy6JieHreM YacTuil y' -(passol.

TABJINIIA 2. Xumuueckuii cocras a3 ciasa sKC6Y [4].
TABLE 2. The chemical composition of the phases for the alloy ZhS6U [4].

Copepskanue, % macc. BY'- u y-dasax Kouauuecrso, %

Cnnas | Passl
Ni | Co | Cr |Al| Ti|Nb|Mo| W |v| y |Kapouzos
u 6opUIOB

y 71,0 59 24 72 19 0,6 0,8 10,2 — 56,5
HC6Y 1,7
y 50,0 16,2 17,4 2,2 0,7 0,8 2,4 10,3 - -
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VkasaHHBIN CIJIaB HAPALY C APYTHUMHU JUTEHHLIMU, JIETMPOBAHHBIMU
XPOMOM, MOJHUOAEHOM, TAHTAJIOM, BOJbL(MPAMOM, PEHIEM IPAKTUYECKHU
He IOAJaeTCs aproHOAYTIOBOM CBapKe B CBSA3U C BOSHUKHOBEHUEM I'OPs-
YHUX TPEIUH B 30HE TEPMHUUYECKOrO BJIUSHHUSI X B CBAPHOM IIIBE IIPHU
OXJIAXKIEHUN M3-3a BbIAEJEHUS OOJIBIIIOr0 KOJUYECTBa YIIPOUHSIOIIeH
y'-dasswr [2, 3]. Takum obpasom, maiika ABIAETCA MPAKTUYECKU €UH-
CTBEHHBIM BO3MOKHBIM CIIOCOOOM COeQWHEHUS AUCIIEPCHOHHO-
TBEPAEIONX JUTEHHBIX JKaPOIPOUHBIX HUKEJEBLIX CIJIABOB U SUCIIEP-
CHUOHHO-YIPOUYHEHHBIX KOMIIO3HI[MOHHBIX MATEPHAJOB HA HUKEJIEeBO
ocHoBe [2, 5, 6].

Amanus HamboJiee PACIPOCTPAHEHHBIX KAPOIPOUYHBLIX HUKEJIEBBIX
IIPUIIOEB IIOKA3LIBAeT, UYTO B KAUeCTBe [IeIIPeCCaHTOB MCIIOJIb3VIOT 6Op,
KpeMHU, MapraHell, DaJIagnil, a Tak:Ke IUpKoHu u raduumii [5—13].

ITasiuble IIBBI, IIOJyUYEHHEIE C MCIIOJb30BAHMEM TAKOr0 THUIIA IIPUIIO-
€B, COCTOAT M3 Tpex (hasd: TBEPAOTrO pacTBOpa Ha OCHOBe HUKead (Y-
dasnl), BBLITENAIONIETOCS HaA TPaHUIE <«IIasSHBLIN ITOB—OCHOBHOUW Me-
TaJLI» ; OOPULOB HUKEJISA U 9BTeKTUKM, COCTOAIIEH U3 CUJIUIIUI0B U 00-
PHUIOB HUKEJS U BBIIEIAIONINXCS II0 OCH IIBa. VIMEeHHO HAaJIu4Yue XpyII-
KHX OOPUIOB U CUJIUIIUIOB II0 OCH IIIBA 1 OIIPEIeIAeT XPYIKOCTD COEIN-
HeHUA B 1esiom [5, 11, 12].

ITenpro qaHHOM PaGOTHI SIBJISETCA MCCAEIOBAHNE BINAHUSA JIETMPOBA-
HUS HAUKEJEBBbIX IIPUIIOEB aJIIOMUHIEM, TUTAHOM, IINPKOHNEM 1 HHUOOU-
eM Ha UX TeMIlepaTypHble MHTEePBAJLI ILIaBJIeHNA U Ha (popMUpPOBaHME
MUKPOCTPYKTYPHI IIaAHBIX IIIBOB IIPH IIaiKe KapOIPOYHOI0 HUKEJIeBOro
cmiasa JKC6Y mpumoeM, He comepsKaIiuM 00p 1 KpeMHUIA.

2. MATEPUAJIBI U METOAUKA ORCIIEPUMEHTA

B KauecTBe 6a30Boro BeiOpaH ciias Ha ocHoBe cucTeMbl Ni—Nb—Co—Ti.
C 1es1bio o0ecIieueHM A HEO0XOIMMOI JKapPOCTOMKOCTH U KaPOIPOUHOCTH
IIPUIIOA U MOJYUYEHUS COCTaBa HAasSHOI'O IIIBA, OJM3KOr0 K COCTABYy OC-
HOBHOI'O MeTaJljia, 6a30BLIi CIJIAB JOIOJHUTEILHO JeTIPOBAIN AJTIOMU-
HIEeM, XPOMOM, BOJIb(PAMOM ¥ MOJIOIEHOM.

IIpu sTOoM mpemesibl COAepPKaHNSa ANTIOMUHNSA, TUTAHA M HUOOUS BBI-
OpaHLI C IeJIbI0 00eCIIeUeHN A JKaPOIIPOUHOCTH CILJIaBa 3a CUeT 00pas3oBa-
HUA HeoOX0oquMoit 00beMHOI f0u yrpouHatotei y'-dassr Nig(Ti, Al), a
TaKyKe 00ecIlleueHnsI YCTOMYNBOCTH IPOTHUB BBICOKOTEMIIEPATYPHOII CO-
JIEBOII KOPPO3UH 34 CUET YaCTUUYHOI'O 3aMeIlleH!us B CyJab(Pumax xpoma
THTAHOM, YTO YMEHbIIIAeT obelHeHre XPOMOM IIOBEPXHOCTHEIX CJIOEB,
obecrieunBasi TeM CaAMBIM YCJOBUS AJIsI OOPa30BaHUA 3AIUTHON IIJIEHKHU
13 OKCHa XpoMa.

IKcIepuMeHTaAJIbHbIe HUKEJIeBbIe IIPUIION BBIILJIABIAIN AYTOBBIM CIIO-
co0oM Ha XOJIOZHOM IOAJOXKKe B arMocdepe aproua. Ilid KayIoro us
CILIABOB OIpeAeJisAJr WHTEePBAJbl IJIABJEHUS HA YCTAHOBKE BBICOKO-
TeMmnepaTypHoro nuddepeHuaibHoro repmuueckoro ananuza BITA-
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8. IlonryueHHBIE SKCIIePUMEHTAIbLHBIE JaHHbBIE MCCJAETOBAHUN TeMIIepa-
TYpPBI IUKBUAYCa 00pabaThIBaIN ¢ IPUMEHEHNEM METOIOB CTATUCTHYe-
CKOT'0 aHAJIM3a.

C umcmoJsib3oBaHMEM BBIILJIABJICHHBIX IIPUIIOEB OCYINECTBIIAIU BaKy-
YMHYIO IafiKy 00pasmoB u3 cmiaasa sRC6Y. [l meTaabHOTO M3YUEHUST
CTPYKTYPLI U OIpefeeHnsd XUMUYECKON HEeOTHOPOTHOCTH MaAHBIX CO-
eIMHEeHU! MCII0JIb30BaJIN dJIEKTPOHHLIA PacTpPOBLIA MUKPOCcKol Tescan
Mira 3 LMU, KOTOpbIil OCHAII[EH SHEPTOANCIePCHUOHHLIM CIIEKTPOMET-
pom «Oxford Instruments X-max 80 mm2» mox yupaBieHHEM IIPO-
rpamMmHuoro naxera INCA.

3.0BPABOTKA 1 OBCYK/IEHUE PE3YJBbTATOB UCCJIETOBAHUI

B nporecce mpoBemeHns UCCIAeAOBAHNN MOJYYEH PN 3HAYCHU TeMIIe-
paTyp JUKBHIycCA SKCIePUMEHTAJNLHBIX IPUIIOEB, KOTOPbIE B JaIbHEl-
mmeM o0pabaThIBAIM IIPU IIOMOIIY METOJ0B CTATHUCTUYECKOrO aHaJM3a.
Ha ocHOBe pes3ysIbTaTOB MaTeMaTHYeCKOH 00paboTKY JaHHBIX IIOCTPOE-
HBI IOBEPXHOCTU JUKBUAyca (puc. 1, a, 6).

W3 mpexacTaBieHHBIX JaHHBIX MOYKHO CHeJaTh BBIBOJ, UTO HPH CO-
AepXKXaHnn 50/0 MaccC. aJIMUHNUA B CIIJiaBe BIIMAHNIE TUTAHA 1 HI/IO6I/IH Ha
TeMIepaTypy JUKBUAYycA IPaKTUUECKU JUHeHHOoe, B TO BpeMsa KaK Ipu
MOBBIIIIEHUN COAEPKAHUA AJIOMUHUS OO0 7% Macc. Ha IIOBEPXHOCTHU
JUKBHUAyCca MMeeTCA YeTKO Bblpa)ReHHbIﬁ MWHMUMYM B O6JIaCTI/I KOHIIEH-
rpanuit (8,5—10)% wmacc. Ti u (9—10)% wmacc. Nb. IIpu stom MuUHH-
MaJIbHBbIe B3HAUEHUA TeMIepaTyphbl JUKBUAyCA OTJIWYAIOTCI MAaJ0o u
HaxoxuTcsa B guamnasone 1200—-1220°C.

. > 1300
B < 1300
I <1280
[ <1260
I < 1240
B <1220

B < 1220

.
. % m™ace. Ti

Puc. 1. IToBepxXHOCTH JUKBUAYCA SKCIEPUMEHTAJIbHELIX IIPUIIOEB, COAEPIKAIIIUX
5% wmacc. (a) u 7% macc. axromunusd (6).

Fig. 1. The surfaces of liquidus of the experimental brazing filler metals with
an aluminum content of 5 wt. % (a) and 7% wt. (6).
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B mpoiiecce 06paboTKu pe3yabTaToB AuddepeHIInaJIbHOT0 TepMuye-
CKOI'0 aHAJIM3Aa OIBLITHLIX CIJIABOB YCTAHOBJIEHO, UTO BJIMUSIHUE JIETHPO-
BaHMs 0a30BOI0 CILIABA TUTAHOM U IIUPKOHUEM Ha TEMIIEPATYPY JIUKBU-
Jyca HOCUT HeJNHeNHbIN xapakTep. OueBUAHO, YTO YBEeJINUYEHNE COLep-
SKAHUA [UPKOHUSA B CILJIABAX CIIOCOOCTBYET CYIIECTBEHHOMY CHIMKEHIIO
TeMIepaTyphl miaaBjaeHusd. IIpu srom Hanboee ABHO BBIPDAYKEHHBINA 3()-
(heKT cHHMKeHUA TeMIIepaTyphl Ha0I0gaeTcs IPKU KOHIleHTpamuu 10 5%
Macc. BiusHme »JjieMEHTOB Ha CHUMKEHINE TeMIIePATypPhI ILIABJIEHUS
KOMILJIEKCHOE M PACTeT C YBeJIHNUYeHNEeM CYMMAapHOro KOJIMUYECTBA JIeT-
pymooIux sjieMeHTOB B ciniaBe. Cienyer oco00 MOAUEPKHYTH BJIMAHNE
IUPKOHUA HA TEMIEepPaTypy COJIHAyca CILIaBOB. IIpu KOHIlEHTpaIuU
mupkouuda 6oaee 1,5...2,5% macc. IPOMCXOAUT CHUMKEHUE TEMIIePaTy-
prI comuayca go ypoBHa 1090...1110°C (puc. 2, a—a).

IIpu sToM manbHelIee yBeJIMUeHEe COAePKaHUsa MUPKOHNUA BIIJIOTh
mo 13% macc. He IPUBOAUT K CYIIIECTBEHHOMY CHUKEHUIO TEMIIEPATYPhI
COJIAJ[YCA, YTO IOATBEPIKAAIOT JaHHbIE BRICOKOTEMIIEPATYPHOTO AU de-
PeHIInaILHOTO TEPMUUYeCKOT0 aHaamnsa (puc. 3).

B npomecce mpoBegeHnA UCCaeJOBAHNI TaKMKe YCTAHOBJIEHO, UTO IIPH
maiKe COeIMHEHUH 13 JKapoIPOuHoOro HuKegesoro cmiaasa JKC6Y mHO-
TOKOMIIOHEHTHBIM IIPHMIIOEM C IIOBBIINI€HHBIM COAEPXKaHMEM IITNPKOHUA
(13% wmacc.) popMUPYIOTCA IJIOTHBIE IIBBI 0€3 TPEI[WH, IIPOUCXOLUT
IuPysusa IpUIIoA B OCHOBHOM MeTaJJI Ha He3HAUNTEJIbHYIO IIyouny. B
CTPYKTYype IIBa HaOJIOJAI0TCA 3€pHA TBEPIOr0 PACTBOpPA Ha OCHOBE HIU-
KeJisd, 110 TPaHUIlaM KOTOPBIX BhbIjessercs ¢asa (Ha OCHOBe HUKEJIS) ce-
poro 1Bera, oboraieHHasa IIUPKOHUEM, 0KoJa0o 25% wmacc. Taxkoil KoH-

T, °C| a T.°G 6
125080
1200 1250
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=

11500 1200

1100 ey 3 . =T 1150 "=
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a 0,5 1 1,5 Zr, % macc. 0 1 2 3 4 5
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Hu1sA 6a30BOTO cIIaBa cucteMbl: Ni—Cr—
Co—Mo—W-AIl-Ti—Nb—(Zr) ¢ cooTHO-
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Puc. 3. Pesyasrarsl BIITA cnnaBa cucrembl Ni—Cr—Co—Mo—W-AIl-Ti—Nb-Zr
¢ 13% wmace. Zr.

Fig. 3. Results of the DTA of Ni-Cr—Co—Mo—W-AIl-Ti—-Nb—Zr filler alloying
by 13% wt. Zr.

IeHTpalnuel MUPKOHUA XapaKkTepuayercd uaTepmeranaus NisZr, KoTo-
pBIfi 00pasyeTcs mo mepuTeKTuYeckoi peakmnuu [14]. Kpome Toro, mpu
remnepatype 1170°C kpucraanusyercs sBTeKTHUKa (TBepPAbIil PACTBOD +
+ Ni;Zr), ee KOTUYECTBO HEBHAUNTEJIHLHO B HAAHOM IIBe (puc. 4).
CiengyeT OTMETHUTD, UTO B IIIBe HAOJIIOAAIOTCA eJUHNYHbBIE JUCIIEPCHEIE
ur000pasHbIe YaCTUIBI KapOuaoB BoJab(pama, comepiKaliiue TaKsKe

Puc. 4. CtpyKTypa ydacTka masHoro coemuHeHus us ciiaBa sKC6Y, BwImol-
HEHHOI'0 IpumIoeMm, cogep:xkaimum 13% mace. Zr.

Fig. 4. The structure of brazed joint sections from ZhS6U alloy which made by
brazing filler metals alloying by 13% wt. Zr.
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monubaen (7,54%), xpom (7,64%), wobambT (6,24%) u HUKeIb
(9,33%). Hanuume maHHBIX (pa3 M UX KOHIIEHTPAIMOHHBIE IIPENeJIbl
TIOTBEPIKIEHBI PEe3YIbTATAMM JOKAJIHLHOTO MUKPOPEHTTEHOCTIEKTPATh-
HOoro aHanusa. TaKkue CTPYKTYpPHbIE 0COOEHHOCTH (DOPMUPOBAHUSA TIasd-
HOTO 1ITBa HAOJII0Iat0TCS 10 BCe JINHE TagHOTO COeTUHEH M.

4. BbIBO/1bI

Ha ocHoBe pes3yabTaTOB HCCJEMOBAHUI C IIOMOIILIO BBICOKOTEMIIEpA-
TypHOTO Au(dpdepeHIInaIbHOT0 TEPMUUYECKOTO aHAJIN3a U C UCIIOJIb30Ba-
HUeM MaTeMaTHUYeCKHWX METOIOB CTATHCTHUUYECKO o0paboTKM MaHHBIX
IIOCTPOEHBI IIOBEPXHOCTH JIMKBHUAYCA IKCIIEPMMEHTAJIBHBIX IIPHUIIOEB B
3aBUCHMOCTH OT COZlep:KaHMA B UX cocTaBe djaeMeHTOB IV rpynnel nepu-
OINYECKOI CCTEeMbI 3JIEMEHTOB. ¥ CTAHOBJIEHO, UTO BIIMAHNE TUPKOHUSI
Ha TeMIIepaTypy JUKBHUAYCA 3KCIEPUMEHTAJbHBIX CIIJIaBOB HOCUT He-
JWHEHWHBIN XapaKTep U 3aBUCHUT OT COAEP:KaHUA B HUX APYTUX aJre3-
oHHO-aKTUBHBIX djaeMeHTOB (Ti, Nb). Hamnbosmee aKTHUBHOe CHUIKEHUE
TeMIIepaTyphl JuKBuAyca B ciaBax cuctemMbl Ni—-Cr—Co—Mo—W-Al-
Ti—Nb—(Zr) npoucxonut npu coorHorreHnn smemeHToB Ti:Nb = 1:1 u
Ti:Nb=1:2.

IlokasaHo, YTO mpM malike COEIUHEHWH KapOIPOUYHOI0 HUKEJIEeBOTO
cmiasa JKC6Y MHOIOKOMIIOHEHTHBIM IIPUIIOEM, cozepsxamuMm g0 13%
Macc. MUPKOHUA, B IaAHOM IIIBe (DOPMUPYETCS OJHOPOAHAA CTPYKTypa
U3 3epeH TBepAoro pactBopa, ¢haswl NisZr, KapouaoB BoabhpamMa u He-
3HAUYUTEJHHOTO KOJIMUECTBA DBTEeKTUUYECKOM COCTaBIIAIOIIEMN.
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