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TexHOJOTiYHI BJIaCTHUBOCTI HiKeJeBUX JIIOTIiB
i cTpyKTypa Mr0TOBaHUX 3’€mHaHB 3i cTomy JKCO6Y

C. B. Makcumoga, II. B. KoBaapuyk, B. B. BopoHos

ITucmumym eaexmposeapiosanus im. €. 0. [lamona HAH Ykpainu,
eyn. Kasumupa Manesuuya, 11,
03150 Ruis, Yxpaina

Y poboTi mpeacTaBIeHO TEXHOJIOTIYHI XapaKTePUCTUKY 0araTOKOMIOHEHTHUX
HiKeJIeBUX JIOTIIB 3i 3HMKEHHM BMiCTOM IIMPKOHIiIO, 1[0 He mepeBuinye 2%
mac. HocaigskeHo IXHINT TeMOepaTypHUI iHTepBaJI TOILJIEHHA Ta XapaKTepuc-
TUKN 3MOUYYBaHHA »KapoMiltHoro Hikeaesoro crony sKC6Y. Ha 6asi excrepu-
MEHTAJbHUX JAHUX i 3 3aCTOCYBAHHAM METOMiB CTATUCTUYHOI'O aHAJTIi3y MO0Y-
JOBAaHO IOBEPXHIO, KA OIMCYE 3aJIEKHICTD ILJIONI PO3TiKAHHA €KCIIEPUMEH-
ranbHuX JIOTIIB cucreMu Ni—Cr—Co—W—-Mo—Al-(Nb, Ti, Zr) Big BmicTy mup-
KOHiI0, TUTaHy Ta HiobOiio. ¥ mpolleci amaaidy eKCIepMMEHTAJbHUX JaHUuX
BCTAHOBJIEHO MO3WUTHUBHUI BILIUB Hio0i0 i TUTaHy HA PO3TiKaHHA 6araTOKOM-
MMOHEHTHOT0 JIOTII0 II0 MigKJaJKaM 3 KapoMiIHOrO JHBAPHOTO HiKeJeBOTo
crony JKC6Y. IlokasaHo, 1110 B CTOIIaX 3 IiIBUIIEHNM BMiCTOM THUTaHY JIery-
BaHHS IMUPKOHiEM m0 1% MIpPM3BOAUTL OO0 SHUMKEHHS ILIOIII PO3TiKAHHS Ha
15% . 3 moganpiuM 30iIbIITEHHIM BMICTy IIUPKOHiIO 00 2% ILIOIa PO3TiKaH-
HA IPAKTUYHO He 3MIiHIOEThCA. ¥ CTOIAX 3i 3HMIKEHOIO0 KOHIIEHTPAIIi€l0 THUTa-
HY, aje 3 MiABUIIeHNM BMiCTOM Hio0ito JeryBaHusA IIUPKOHieM B KiabKocTi 2%
Mac. CIpHUsAE CTiHKOMY 36iJbIIIeHHIO IO posTikaHHA (Ho 35% ) i 3abesme-
yeHHIO (hopMyBaHHA KOHTAKTHOTO KyTa 3MouyBaHHA B Me:xxax 10-11°. ITe
00yMOBJIEHO HAABHICTIO ¥ TaHUX JIOTIIAX JETKOTOMKOI eBTeKTUKY, 30araueHoi
IMUPKOHieEM, 3 TeMmepaTypoio coimycy Ha piBHi 1101-1103°C, 1o miaTsep-
IKEHO pes3yJbTaTaMU BICOKOTEMIIEPATYPHOro nudepeHiaJbHoro TepMiuHOTro
aHaJIi3y Ta MiKPOPEHTI'eHOCIIEKTPAJIbHUMHU JOCJIiIKeHHAMMU.
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Karouori croBa: J0TyBaHHS, IUBAPHUM Kapominuuii Hikexesuii croa JKC6Y,
JIIOTIIi, 3MOUYYBaHHs, PO3TiKAHHS, MiKPOCTPYKTYypAa.

The paper presents the technological characteristics of multicomponent nick-
el brazing alloys with a reduced amount of zirconium, which does not exceed
2% wt. Their temperature range of melting and wetting of heat-resistant
nickel alloy ZhS6U are investigated. On the basis of the experimental data
and using the methods of statistical analysis, a surface described a depend-
ence of the spreading area of the experimental brazing alloys of the Ni—Cr—
Co—W-Mo—AIl—(Nb, Ti, Zr) system on the content of zirconium, titanium and
niobium is constructed. In the process of analyzing the experimental data,
the positive influence of niobium and titanium on the spreading of multi-
component brazing filler metal over substrates of the heat-resistant cast
nickel alloy ZhS6U is established. As shown, in alloys with an increased
amount of titanium the alloying with zirconium up to 1% wt. leads to a de-
crease in the spreading area by 15% . With a subsequent increase in the con-
tent of zirconium to 2%, the spreading area practically does not change. In
alloys with a low titanium concentration, but with increased niobium con-
tent, alloying with zirconium in an amount of 2% wt. promotes a stable in-
crease in the spreading area (up to 35% ) and ensures the formation of a con-
tact wetting angle within 10—-11°. This is due to the presence in these brazing
filler metal of a low-melting eutectic enriched with zirconium with a solidus
temperature at level 1101-1103°C, which is confirmed by the results of high-
temperature differential thermal analysis and micro-X-ray spectral studies.

Key words: brazing, casting heat-resistant nickel alloy ZhS6U, brazing filler
metal, wetting, spreading, microstructure.

(Ompumano 21 epydns 2020 p.)

1. BCTYII

Herani 3 nuBapHUX KapOMIIITHUX CTOIIIB 3 BUCOKMM BMicToM Y'-hasu
(mouax 50%) mMpakTUYHO HEMOMKJIMWBO IIOEAHYBATH METOJaMU 3Bapio-
BaHHS TOIJIEHHAM Uepes IIiABUIIeHY CXUIbHICTh 10 YTBOPEHHS rapsaunx
(kpucrasizarniitaux) TpimuH [1-5]. JIIoTyBaHHA € TPAKTUYHO €IUHUM
MOJKJINBUM CIIOCOOOM 3’€THAHHSA AUCIIEPCiHiHO-TBEPAiIOUMX JIMBAPHUX
JKAPOMIITHMX HiKeJeBUX CTOINB i AMCHEepPCHO-3MiITHEHUX KOMMIO3UIil-
HUX MaTepiajyiB Ha HiKeseBilt ocHoOBi [2—4, 6]. Haa sroTyBaHHA Kapo-
MIITHUX HiKeJIeBUX CTOIIiB BeJUKe 3HAUEHHS MAa€ XeMiuHUI CKJIa[ JIIOT-
ITIO Ta MOT0 TeMIepaTypPHUN iHTepBaJ TOIJIeHHS.

3acrocyBanHuA JOTIiB cuctreMu Ni—Cr—Si—B—Me, 1m0 micTaTs 9K ge-
mpecaHT 00p i KpeMHil, 3a0e3neuye TPUNHATHUN TeMIIepaTypPHUI iHTe-
PBAaJ TOILJIEHHA i rapHe 3MOUyBaHHSA OCHOBHOTO MeTany. JItoTroBaHi 111BH,
AKi oTpuMAaHi 3 BUKOPUCTAHHAM JIOTIIB TAKOTO TUITY, 3a3BUYail, CKJa-
IaloThCA 3 TPHOX (Pas: y-TBEPAOTO PO3UMHY Ha OCHOBi HiKeJio, IO Kpuc-
TalisyeTbca Ha MisK(pasHIA MeKi «JII0TOBaHUI IITOB—OCHOBHUM METAaJ»,
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0OpHAiB HiKeJI0 Ta eBTEeKTHKM, KA MIiCTUTL CHIIIUAN Ta OOpPUIU.
OcTaHHi BifHOCATLCA 00 KPUXKUX (ha3, BOHU BUIIIAIOTHCA B IIEHTPAJb-
Hill 30HI mIBa 1 BU3HAUAIOTL KPUXKICTh JIOTOBAaHUX 3’€THAHb 3arajioM
[7T-12].

30iabIIeHHA Yacy BUTPUMKH ITiJ Yac JJIOTYBAaHHA ITi IBUIITYE PiBHOMI-
PHICTBH PO3IOAiIY Jer'yBaJbHUX €JEMEHTIiB JIIOTIIO Y JIOTOBAHOMY IIIBi,
cupuse mMpoTikamHio nudysitnux mporecis [11, 12], 3abesneuye mocra-
THIO KOPOTKOYAaCHY MiIlHICTh, IPOTe MOKA3HUKH JOBTOTPUBAJIOL MiITHO-
cTi 3’eIHAHD iCTOTHO MOCTYIIAIOTHCA XaPAKTEPUCTUKAM OCHOBHOTO Ma-
repiany. Ile mosAcHIOETHCA HaABHICTIO OOpUAHUX (a3 Ha CyOTPaHUIIAX
IudysiiHol 30HU MeTady, 1o 3’enHyerhbeda [13]. Came B maHUX 30HAX
BiIOyBaeThCA 3aPOAKEHHSA TPIIUH 1 pyHHYBAHHS JIIOTOBAHUX 3’ €THAHD
3a ITiABUITIEHOI TeMIIepaTypH.

Y nmamiii po6oTi mpeAcTaBJieHi pe3yJbTAaTH OOCHIIMKEHL 3 BILJIUBY
Jer'yBaJIbHIUX aJre3iiHO-aKTUBHUX €JIEMEHTIiB Ha TeXHOJIOTIUHiI BJaCTH-
BOCTi HiKeJleBUX 0araTOKOMIIOHEHTHHX JIOTI[iB Ta CTPYKTYPY JIOTOBA-
HUX 3’ € THAHD 3 JKapOMIiIIHOT0 HiKeJieBoro JuBapHoro crorny JKC6Y.

2. METOJH TOCJII;KEHD

3a 0a30BY AJId IPOBEAEHHSA eKcliepuMeHTiB oopano cucteMy Ni—Cr—Co—
W-Mo—-Al-(Nb, Ti, Zr). Cxig sayBasKuTu, 1110 BMiCT JIeI'yBaJIbHUX €JIe-
MEHTiB B CKJIaJi eKCIIepUMeHTaJbHNUX JIIOTIIIB Iigi0paHo 3 MeTom0 3a6e3-
IeueHHs HeoOXiJHOro piBHA TeMIepaTypH JiKBigycy, a TaK0XK 3 ypaxy-
BaHHAM HeOoOXigHOCTi 3a0e3lleueHHs KAPOMIIIHOCTI CTOIYy 3a PaXyHOK
YTBOpeHHSA MeBHOI 00’eMHOI moJi 3minaoouoi y'-dasu Nisg(Ti, Al). Exc-
IepUMEeHTAJNLHI CUCTEMH JIIOTIIiB HaBeJeHo B TabJ1. 1.

ExcnepuMenTasbHI JIOTI[I BUTOIIIOBAJIN AYTOBHUM CIIOCOOOM Ha XO-
JonHik migkganni B arMmocdepi aprony. Jid KOKHOTO 3 eKCIIEpUMEeHTa-
JbHUX CTONIB BU3HAYAJIM iHTEePBAJ TOILJIEHHS 3a JOIIOMOT'0I0 BICOKOTEe-
MIepaTypHOro nudepeHIliaJbHOTO TEPMIUYHOTO aHaJji3y Ha yCTaHOBIIi
BIITA-8M.

ExcnepuMeHTH 3 po3TiKaHHA JIIOTIIB IO IiAKJAAIl 3 OCHOBHOI'O Me-
TaJly IPOBOAMJN Yy BaKyyMHill meui 3 pazgiaiifiHiMm HarpiBom 3a pospi-

TABJINIIA 1. BazoBi cucreMu JIIOTIIIB.
TABLE 1. Basic systems of brazing filler metal.

Howmep c'rony‘ Cucrema croiry
Ne1 Ni—-Cr-Co—W-Mo—Al-(Nb, Ti, Zr); Ti/Nb=1/2; 2% mac. Zr
Ne 2 Ni-Cr-Co—W-Mo—Al-(Nb, Ti, Zr); Ti/Nb=2/1; 2% mac. Zr
Ne 3 Ni—Cr—-Co—W-Mo—-Al-(Nb, Ti); Ti/Nb=1/2

Ne 4 Ni-Cr—-Co—W-Mo—Al-(Nb, Ti); Ti/Nb=1/1
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IKeHHA pobouoro mpocropy 1,33:107* ITa. Jlrorens y kimbkocrti 0,3 T po-
3MiNTyBau B IIeHTPaJbHil 30HI miacTuru 3i cromy sKC6Y Ta HarpiBamu
JI0o TeMIIeEpaTypH, KA 3HAXOAUTHCA B TeMIlepaTypHoMy iHTepBaai T,—
(T, + 30°C). BumiproBanHa KpaloBOT0 KyTa 3MOUyBAHHA MIPOBOIUIN 34
JOIIOMOT0OI0 OITHYHOTO MiKpockomy Ta mporpamu KOMITIAC-3D v17.
OTpuMaHi eKcIIeprMeHTAJNbHI JaHi 3 PO3TiKaHHA JIIOTIIIB IO MiAKIALI 3
sKapoMimHoro HikesgeBoro cromy +KC6Y o0pobaaan 3 BUKOPUCTAHHAM
MaTeMaTUYHUX METOMiB i CTaTHCTUYHOTO aHAJIi3Yy.

JIroToBaHI 3pasKu pisaju IMepHeHIAUKYJISPHO JIOTOBAHOMY IMNBY i 3a
CTAaHZAPTHOI0O METOAMKOI0 TOTyBaJam MiKpoIimwaipu. MiKpocTpyKTypy
JIOTOBAHUX 3’ €IHAHD i eJIEMEHTHUH CKJIAL OKpeMuXx (pas JoCIiIKyBaan
3a JOIIOMOTO0I0 CKaHYBaJbHOTO eJIEKTPOHHOT0 MiKpocKomna TescanMira 3
LMU, mo ocHaleHuii eHeproauciepciinum craexrpomerpom Oxford
Instruments X-max 80 mm? mixz KepyBaHHAM IpPOrpaMHOrO IaKeTa
INCA. JlokanbHicTs BUMipIOBaHL CTAHOBUTH M0 1 MKM. Posmomia ee-
MEHTIB i 3IOMKY MiKpPOCTPYKTYpP IPOBOAUJIN B 3BOPOTHLO-BimobGpaske-
HuX eJeKTpoHax (BSE), 1110 103BoIMI0 HocimyBaT MiKportidu 6e3
XeMiYHOTO TpaBJIeHHA.

3. PESYJIBTATHU TA OBI'OBOPEHHS

Ha ocHOBi pesyJibTaTiB m0CJIiAKeHb PO3TiKAHHA €KCIepuMeHTAJIbHUX
HiKeJIeBUX JIIOTI[iB II0 ILIACTHHAX JMBAPHOIO KapPOMII[HOTO HiKeJeBOTo
crony JKC6Y oTpuMaHO HU3KY 3HAUEHDb ILJIOII PO3TiKAHHSI. 3 3aCTOCY-
BaHHAM MaTeMATHYHOI 00pOOKM JaHUX MOOYI0BAHA IIOBEPXHS, IO OIIM-
Ccy€ 3aJIesKHICTh BEJIMUYMHU TIJIOMII PO3TiKaHHA JIOTI[IB BiJl BMicTy B HUX
aAres3ifiHO-aKTUBHUX KOMIIOHEHTIB — Turany (Hiob6io0) i mupKoHiio
(puc. 1).

PesynbraTu gocaimkennb, AKi oTpuMaHiI eKCIePUMEHTAJbHUM IILJIfA-
XOM, HOKa3yITh, IO 3a IIiABUINEHOT0 BMICTy THTaHy B CKJIQJi eKcIe-
PUMEHTaJbHOTO JIOTIIO (0€3 MOJIaTKOBOTO Jer'yBaHHSA IIUPKOHIEM) ILIO-
mia posrikauua mo migkaanmi 3i cromy JC6Y 36iabimyersea ma 15% 3
127 mm? (Touka A Ha puc. 2) 1o 152 mm? (Touka B Ha puc. 2).

BosuB nmupKoHifo Ha MJIONTY PO3TiKaHHA Mae€ HEOJHO3HAYHUM XapakK-
Tep. ¥ crolax 3 MiBUINEHUM BMiCTOM TUTAHY JIeIYBaHHA ITUPKOHIEM
(1% wmac.) IpuU3BOAUTH [0 3MEHIIIEHHS IO posTikamusa Ha 15%. 3
MOJANBIITNM 301JIbIIIEeHHAM BMiCTY IIUPKOHiO 10 2% ILIOIa PO3TiKaHHS
MPaKTUYHO He 3MiHIOEThCA (puc. 2).

Y cromax 3 miABUIIEeHNM BMicTOM HioOiio jJer'yBanHsA MUPKOHIEM B Ki-
JpkocTi 1% mac., MpaKTUUYHO He BILIMBAE HA IJIOINY PO3TiKAHHSA JIOTIIO
o MigKJIamIli, OfHAK IIOoJaJIbIlle 301JIbIIeHHS BMIiCTy IMMUPKOHiI0 10 2%
MAac. IPU3BOAUTL 40 30i/IbIIIeHHA ILIONII podTikanud Ha 35% (puc. 2).
Bognouac KpaiioBUii KyT 3MOUYBaHHS, I1I0 POPMYETHCA MisK KpAaIljaeio
JIIOTITIO i ocHOBHUM MeTasioM — ctoroM sKC6Y, smeninyernhea 3 30° (auis
cromry 6e3 upKoHio) 1o 11° (mas cromy, mio mictuth 2% Mac. ITUPKO-
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Hif0). Taki ocob6amBOCTI poO3TiKAHHA HiKeJIeBUX JIOTIIiB 06yMOBIeHi 6y-
JIOBOIO AiarpaMu cTaHy OiHapHOI MeTaJsieBoi cuctemu Ni—Zr [14].

Y mpormeci mpoBemeHHS AOCTiAKeHb BCTAHOBJIEHO, IO V XOXi Jery-
BaHHJA JIIOTIIB MUPKOHieM 1-2% mMac. B CTPYKTYpi 3 ABISETLCI IeBHA

KiJIBKiCTh €BTEKTHUKH, IIT0 YTBOPEHAa TBEPAUM PO3UMHOM Ha OCHOBI HiKe-
a0 i inrepmeramigom Ni Zr,.

2
TLnomma POITIKAHHTA S, MM
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o of 3% L

00790

Puc. 1. 3anexHicTh IJI0Ii PO3TiKAHHA BiJi KOHIIEHTPAIIil Jer'yBaIbHUX ejieMe-
HTiB B 0araTOKOMIOHEHTHOMY HiKeJeBOMY JIFOTIIi.

Fig. 1. The dependence of the spreading area from the concentration of alloy-
ing elements in a multicomponent nickel filler metal.
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Puc. 2. BB KoHIIeHTpaIlil ITMPKOHi0 Ha MJIOITY PO3TiKaHHA JIIOTI[IB 3 Iif-
BUIIleHUM BMicToM TuTany (1) i Hiobito (2).

Fig. 2. The effect of zirconium concentration to the spreading area of filler
metal with high content of titanium (1) and niobium (2).
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Puc. 3. Pesyasratu BIITA ekcnepumeHTanpHUX JIOTIHIB cucTemMu Ni—Cr—Co—
Mo—W-AIl-Ti—Nb—(Zr): Ne 1 (a); Ne 2 (6); Ne 3 (8); Ne 4 (2).

Fig. 3. The results of HDTA of experimental filler metal Ni—Cr—Co—Mo-W-—
Al-Ti—Nb—(Zr): No. 1 (a); No. 2 (6); No. 3 (8); No. 4 (2).

TABJINIIA 2. PesyabTaTil MiKpPOPEHTI€HOTOCHEKTPAIBHOTO aHAJII3Y JIIOTOBA-
HOro 3’€QHAHHS, BUKOHAHOrO JroTmem No 1.

TABLE 2. The results of micro-X-ray spectral analysis of the brazed joint
made by brazing filler metal No. 1.

Ne criekTpy Xewmiuni eremenTtu, % mac.

Al [Ti|]cr | co | Ni|zZr [ Nb]| Mo | W
1 0,83 0,43 14,20 12,33 24,31 - 14,44 12,87 20,58
2 0,90 0,61 14,09 12,15 23,72 - 14,28 12,75 21,51
3 1,71 1,00 4,09 9,10 51,34 18,70 12,77 - 1,30
4 1,46 1,38 8,93 8,39 42,64 14,73 14,70 5,11 2,66
5 5,23 2,68 8,30 10,52 59,39 - 4,06 2,86 6,96
6 6,59 3,96 4,03 8,99 65,87 - 4,83 1,24 4,48
7 4,72 2,40 8,77 9,82 59,34 - 1,76 1,98 11,22
8 5,37 2,71 8,07 10,27 59,02 - 3,93 3,19 7,43
9 6,75 4,58 3,29 8,56 66,27 - 5,99 1,39 3,17
10 5,35 2,48 7,77 10,33 59,55 - 3,62 2,79 8,11
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HaasuicTb eBTEKTUKY 3HUIKYE TeMIIEPATYPY COJiNyCYy JaHUX JIOTI[IB
mo piBaa 1101-1103°C, 1o miATBepIKyeThCSI pes3yJbTaTaMU BHICOKO-
TeMIIepaTypHOro nudepeHIlialbHOT0 TepMiuyHOT0 aHami3y (puc. 3, a, 6).

Cronu, gKi He MICTATL IMUPKOHIIO, XapaKTePU3YIOThCSI OiILIIT BHCO-
KOI0 TeMIIepaTypoio TOILIeHHsd. TeMmmepaTypa cCoOJNigycy CTaHOBUTD
1139-1143°C (puc. 3, s, 2).

EBrekTnuny (hasy BUABJIEHO yV Pe3yJIbTAaTi JOCIiI:KeHb eKCIIepUMeH-
TarbHUX JIOTIIB Ne 1 i Ne 2, 110 MicTATh B CBOEMY CKJAaIi IUPKOHIiM
(cuexTpu Ne 3, 4, Tabi. 2, puc. 4, Taba. 3, puc. 5).

JlroToBaHMI I10B, IIT0 OTPUMAHUU 3 BUKOPUCTAHHAM JIIOTIIO CUCTEMU
Ni—Cr-Co—W-Mo—-Al-(Nb, Ti, Zr), mo mictuts 2% mMac. Zr, cKJIazga-
€ThbCA 3 TBEPIOTO PO3UNHY HAa OCHOBI HiKeJI10, CKJIaIHOI eBTeKTUKHU, 30a-
raueHoi mupkoHieM (puc. 5, Tadi. 3, cmekTp 3).

Bigmosigzo mo miarpamu cramy 6imapHoi cuctremu Ni—Zr MoKHa IpU-
IyCTUTH, 1110 (pasy, sdaraueHy MIUPKOHIEM, BITHOCATE IO iHTepMeTai-
Horo 3’exHaHHA NiZr [12]. ¥V 3B’A3KY 3 TUM, W10 HiKeJIeBUIl JTIOTEIH 0a-
raTOKOMIIOHEHTHUM, TO, HalfiMOBipHiIlle, M0 y JIOTOBAaHOMY IIIBi YTBO-
PIOETLCA CKJIaAHNY iHTepmeramnig tuy Ni(Me), Zr,.

Crinx sasHauMTH, 110 00’€MHA YaCTKA JAHOI eBTEKTUKU B JIIOTOBAHUX
IIBax, AKi omep:xkaHi 3a momomoroio JoTiio Ne 1 (3i cmiBBigHOIIIEHHAM
Ti/Nb=1/2 ra 2% wmac. Zr), cTaHOBUTEL 61u3bK0 6% (puc. 4), y Toii ke
yac gk ajs goTio Ne 2 (3i caiseigmommenunam Ti/Nb = 2/1 ta 2% wmac.
Zr) o6’eMHa yacTKa maHOI (pasu B IIBi 3HAXOAUTHCA B Mexkax 4—4,5%
(puc. 5, Tabu. 3).

Puc. 4. MikpocTpyKTypa JI0TOBaHOTrO 3’e¢fHAaHHA 3i cTony KC6Y, BUKOHAHOTO
grorimem Ne 1.

Fig. 4. The microstructure of the brazed joint of the ZhS6U-alloy made by fill-
er metal No. 1.
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Puc. 5. MikpocTpyKTypa JroToBaHoro 3’eauanus 3i crony sJKC6Y, BUKOHAHOTrO
groriem Ne 2,

Fig. 5. The microstructure of the brazed joint of the ZhS6U-alloy made by fill-
er metal No. 2.

TABJINIIA 3. PesynbraT MiKpPOPEHTI'€HOTOCIIEKTPAJIBLHOTO aHAJIi3y JIIOTOBA-
HOro 3’eJHAHHSA, BUKOHAHOIO JIIOTIeM Ne 2,

TABLE 3. The results of micro-X-ray spectral analysis of the brazed joint
made by filler metal No. 2.

Ne Xewmiuni eiemenT, % mac.

CHeRTDY | Al [ Ti [ cr | Co | Ni [ Zr [ Nb [ Mo | W
1 0,25 0,19 2,52 0,36 3,23 - 0,00 8,32 85,14
2 0,70 1,52 19,24 12,90 17,02 - 10,84 10,52 27,26
3 2,03 1,50 3,95 10,12 48,37 21,78 10,14 - 2,11
4 12,44 7,63 8,18 10,88 53,81 1,43 4,05 0,46 1,13
5 5,45 4,58 7,60 10,49 58,43 - 1,38 1,56 10,52
6 6,12 6,09 4,39 9,01 64,65 — 1,52 1,32 6,91
7 6,64 7,31 3,76 9,42 65,68 - 2,62 0,48 4,08
8 4,96 6,45 7,42 9,55 55,56 0,71 3,72 1,39 10,25
9 5,08 3,09 8,51 9,44 56,11 - 1,77 1,94 14,06

4. BUCHOBRH

V¥ mporieci aHaizy pesyabTaTiB eKCIIEPUMEHTAIbHUX HAHUX, BCTAHOB-
JIEHO TIO3UTUBHUN BILJIMB JIEI'YBAJbHUX €JIEMEHTIB Hiobit0 i TuTaHy Ha
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po3TiKaHHS 0araTOKOMIIOHEHTHOTO JIFOTIIO II0 HiJKJIAaAII 3 KapOMiI[HO-
ro HikeaesBoro crony JKC6Y. 36inbiiennsa BmicTy TuTany (6e3 JogaTKo-
BOT'0 JIET'YBaHHS IUPKOHIEM) IPU3BOAUTE A0 30iJIbIMeHHSA IIJIOIIi PO3Ti-
KauHa Ha 15%.

IToxasano, 1110 BIIJIMB MMUPKOHiIO HA IJIONTY PO3TiKaHHA Ma€ HEOIHO-
3HAYHUM XapakKTep. ¥ CToNax 3 IIiABUINEHNM BMiCTOM TUTaHY JieI'yBaH-
HS IMPKOHIEM HPU3BOAUTEL N0 3HMUMKEHHSA IJIOINL posTikauud Ha 15%.
OmHak, 3 TOJAJNBINIUM 30iJLIITEHHAM BMIiCTY IIMPKOHiIO ILJIOIAa PO3Ti-
KaHHA IPAaKTUYHO He 3BMiHIOETHCA.

¥ cTomax 3 miABUINEHUM BMicTOM Hio6io JeryBaHHA IUpKoHieM (0i-
abirre 1% mac.) IpU3BOAUTH OO0 CTIHKOro 30iJbIIIeHHs IIJIOINi PO3TiKaH-
Ha (o 35%) i sabesmeueHHA (POPMYBAaHHS KOHTAKTHOTO KyTa 3MOYY-
BaHHA BeJuumHOom 0am3sbko 10—11° gus cromy, 1mjo mictuth 2% wmac.
MUPKOHIiTO.
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