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C. B. MakcumoBa, B. B. Bopouos, II. B. KoBaabuyk, A. B. JlapuouoB

Huemumym anexmpocsapru um. E. O. IIamona HAH YkpauHrut,
ya. Kasumupa Manesuua, 11,
03150 Rues, Ykpauna

B pabore mpeacTaBieHBI Pe3yJAbTATHI METAJLJIOrpapUUIECKUX U MHUKPOPEHTTe-
HOCIIEKTPAJIbHBIX MCCJIEJOBAHUN HepPasbEéMHBIX COEIUHEHUIl pPasHOPOMHBIX
MaTepraioB MOJMOAeH—HePIKaBeoIasa CTalb, TOJYYEHHBIX C MCI0JIb30BAHN-
eM PaAuanMOHHOIO HarpeBa B BaKyyMe U IIPUIIOS CUCTEMBbI MeIb—MapraHel—
HUKeJb. VI3yueHO BIMAHUE TEMIIEPATYPHOro PeXKuMa MMaliKyu Ha (OpPMHUPOBA-
HIe COeIMHeHUIl U CTPYKTypooOpa3oBaHue MasHbIX MIBOB. Ilokazano, 4To npu
nmaiiKke IIOCKMX HAaXJIECTOUHBIX COeIMHEHUIT MOJIMOIeH—Hep:KaBerolas CTalb
npu Temueparype 1100°C popMupyoTca mIOTHBIE asgHbIe IIBLI, HAGIIOaEeT-
cA IucIepranus OCHOBHOTO MeTalna (Hep:KaBeloieil craju). ¥ CTaHOBJIEHO,
YTO CTPYKTYPHBIMU COCTABJIAIOIIMMMU IIASHOrO IIBA ABJISAIOTCS TBEPIBINA pac-
TBOP HA OCHOBE MeIHM ¥ AUCIEePrHPOBAHHBIE YACTHUIILI HEPIKABEIOIIEH CTau
(pasmepoMm okKoJ0 20 MKM). JIOKAIbHBIM MUKPOPEHTTeHOCIIEKTPAJIbLHEIM aHa-
JIX30M YCTAHOBJIEHO, UTO IIPY BAKYYMHOII maliKe IPOUCXOAUT oboralieHue Me-
TaJljla MafHOTO IIIBA COCTABJAMIIINMU dJIEMEHTAaMH! OCHOBHOTO MaTepuaJa.
IIporexanue qudpdHy3noHHBIX TPOIECCOB Ha MeX(pa3HOU rpaHUIle MOJINOLEH—
TMPUTIOH TPUBOAUT K 00pa30BaHUI0 AUPDY3UOHHOTO CJIOA (TOJIITNHOMN OKOJIO 2
MKM), KOTOPBIH BHIIEJNAETCA B BUe HEITPEPHIBHOM ITOJIOCHI BJIOJIb ITAAHOTO ITTBA
co cTopoHbl Mosnbaena. Cumkenue Temieparypsl naiiku go 1084°C mosBois-
eT u3berkaTh JUCIEepraiuy OCHOBHOI'O MeTaJljaa U obecrmeunBaeT (POPMUPOBA-
HUe IJOTHBIX OJHOPOAHBLIX MASHLIX IIIBOB, COCTOSINX M3 TBEPIOrO PacTBOPa
HA OCHOBE MeIM M HEe3HAUMTEJIbHOrO KOJMYECTBA eJUHUYHBIX YaCTHUIl, obora-
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IIEHHLIX JKEeJIe30M M APYTMMHU COCTABJIAIINMMU 3JIEMEHTAMU HepiXKaBeroleil
cranu. Illupuua guddysuonHoro caoda ymenbinaercsa 1o 0,9—1,4 Mxm, HO co-
OTHOIIIEHNE KOHI[EHTPAIIMN XUMUUYECKUX 3JIEMEHTOB COXPAHAETCA IIPEKHIM.
Ha HeKoTOpBIX yuacTKax HaO/I0JaeTcss IPOHUKHOBEHME IPUIIOA 10 I'PAHUIIAM
3EpPEH OCHOBHOT'O MeTaJljia — HEePIKaBeIoIell CTau.

KarouesBbie c1oBa: MUKPOCTPYKTYPa, TBEPABLIA PacTBOP, PA3HOPOAHBIE MaTe-
puaJbl, IasgHLIN IITOB, MOJINOAEH, Hep:KaBeIollasi CTab, TeMIIepaTypa HaiKku.

Y poboti HaBegeHO pes3yabTaTH MeTajorpadiuHmx i MiKpOpeHTI'eHOCIeKTpa-
JBbHUX NOCTiMKeHb HEePO3HIMHUX 3’€¢THAHb PiBHOPIAHMX MaTepiAaiB MOJIi6-
IeH—Heip:KaBiliHa cTajlb, AKMX ONEPsKAHO i3 3aCTOCYBAHHAM PaIidIiiHOTO
HArpiBy y BaKyyMi Ta JIIOTHM CHUCTEeMU Migb—MaHTaH—HiKeJb. BUBUEHO BILJIUB
TeMIIePaTyPHOTO PE:KUMY JIOTYBAaHHS Ha (hopMyBaHHA 3’€IHAHD i CTPYKTYPO-
YTBOPEHHA JII0TOBaHUX MIBiB. [loKasamo, 110 Ipu JIOTYBAHHI MJIAaCKUX HAIIYC-
KHUX 3’€IHaHb MOJiOmeH—Heip:;kaBiliHa cranb 3a Temuepatypu y 1100°C dop-
MYIOTBHCS MIiJIbHI JJIOTOBAHI MIBU, aJie CIIOCTEPIiraeThCcsA AUCIeprania OCHOBHOTO
metany (Heip:kasiitHOl cTasi). BcTaHOBIE€HO, ITI0 CTPYKTYPHUMHU CKJIAJOBUMU
JIIOTOBAHOTO IIIBA € TBEPAUN PO3YNH HA OCHOBI Mii Ta AucIeproBaHi YaCTUHKY
Heip:kasifimoi cramai (posmipom 6sm3bko 20 MEM). JIOKAIBHOIO MiKpPOpEHTIe-
HOCIIEKTPAJbHOIO aHAaJIi30}0 BCTAHOBJIEHO, IO IIPUM BaKyyMHOMY JIIOTYBaHHIi
BiOyBaeThcA 30araueHHs MeTaJy JJIOTOBAHOTO ITIBA CKJIALOBUMU €JIEMEHTaMU
ocHOBHOTO Marepiany. Ilepebir gudysifiHnx mpomeciB Ha MimkdasHiNT mexi
MOJIiIOIeH—JII0Ta MTPUBOAUTL MO YTBOpPeHHA AuMy3iiiHOTO Imapy (TOBIIMHOIO
OJIM3BbKO 2 MKM), AKUN BUIIJIAECTHCA y BUTJALL HEIIEPEPBHOI CMYTY B3ITOBXK
JIIOTOBAHOTO IIIBa 3i cTopoHu MOJIi6AeHy. [loHMKeHHA TeMIlepaTypu JIIOTYBaH-
HA 1o 1084°C yMOXKINBIIOE YHUKHYTH AUCIEpraiii oCHOBHOTO MeTaJy i 3a-
Oesneuye (popMyBaHHA MIIJBHUX JJIOTOBAHUX IIBiB, IO MiCTATH TBEPAUIT PO3-
YWH Ha OCHOBI MiZi Ta He3HAUHY KiJbKiCTh MOOAMHOKUX YACTUHOK, AKi 30ara-
yeHi 3ai3oM I iHIIMMU CKJIQZOBMMHU ejieMeHTaMu Heip:kaBiiiHoi craii. Ilu-
puHa gudysiiHoro mapy ameHInyeTbesa g0 0,9—1,4 MKM 3a He3MiHHOIO CIIiB-
BiTHOIIIEHHSI KOHIIEHTpaIill xeMmiuHuX ejaeMeHTiB. Ha geaxkux miidHKAaX cmoo-
cTepiraeTbcda MPOHUKHEHHSA JIIOTH II0 MeyKaxX 3epPeH OCHOBHOTO MeTaly — Hei-
p:KaBiiHOil cTaJi.

KarouoBi cioBa: MiKpocTpyKTypa, TBEPAUWU PO3UYMH, Pi3HOPixHI MaTepianw,
HasgHUU IIT0B, MOJIIOeH, Heip:kaBiliHa cTaab, TeMIIepaTypa masHHsd.

The paper represents the results of metallographic investigation and x-ray
spectral microanalysis of permanent joints of dissimilar molybdenum—
stainless steel materials, which are made using radiation heating in a vacuum
and brazing filler metal of copper—manganese—nickel system. Influence of
brazing temperature mode on joint formation and formation of brazed seams’
structure is studied. As shown, the brazing of molybdenum-stainless steel
flat lap joints at temperature of 1100°C provides formation of smooth fillets
and impervious brazed seams, and dispergation of base metal (stainless
steel). Local x-ray spectral microanalysis determines that copper-based solid
solution and dispersed particles of stainless steel (of about 20 um in size) are
the structural constituents of brazed seam. Interaction between liquid braz-
ing filler metal and solid material being brazed takes place at the brazing
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temperature that results in enriching of the seam by the elements of brazed
dissimilar metals. Diffusion processes at molybdenum-brazing filler metal
interface promote formation of a molybdenum-based diffusion layer contain-
ing (wt.%) 22.27% of iron, 7.29% of chromium, 4.11% of nickel, 0.84% of
silicon, and 0.71% of copper. It precipitates in a form of continuous band of
about 2 um thickness along the brazed seam at molybdenum side. Copper-
based solid solution also contains stainless steel elements such as iron and
chromium, but in significantly lower quantity 3.27-3.45% and 0.62-0.64%,
respectively. Reduction of the brazing temperature to 1084°C allows elimi-
nating base metal dispergation and provides formation of single-type brazed
welds’ seams. A matrix of brazed seam is presented by copper-based solid so-
lution containing such concentration of elements as in seam brazed at higher
temperature. Insignificant area of a vision field (of about 1%) is covered by
precipitations of the particles enriched in 5.78% of molybdenum and con-
stituent elements of stainless steel, i.e., 39.54% of iron and up to 8.58% of
chromium. Width of diffusion layer reduces to 0.9—1.4 um, but relationship
of concentrations of chemical elements is kept the same. Penetration of braz-
ing filler metal (solid solution) over the grain boundaries of brazed metal
(stainless steel) is observed in some areas of the weld.

Key words: microstructure, solid solution, dissimilar materials, brazed seam,
molybdenum, stainless steel, brazing temperature.

(ITonyueno 6 anpeas 2017 2.)

1. BBEAEHHUE

ITaiika OTHOCUTCA K MEPCIEKTUBHLIM METOAAM IIOJYUYEeHUA PALA COeIN-
HeHUM, B TOM YICJIie PA3HOPOAHBIX. OTO OJMH N3 HAN00JIee CI0MKHBIX BU-
OB IIOJIyYeHMHs BaKYYMHOILJIOTHBIX COeJWHEHWIi, B OCHOBE KOTOPOTO
JIeKUT KOHTAKTHOE B3aMMOEHCTBYE Ha TPAHUIlE KUAKOTO MeTajlinye-
CKOT0 IIPUHOOSA U TBEPAOTO TeJa OCHOBHOrO MeraJja. IIpu maiike pasHo-
POOHBIX COEIUWHEHUI, OTANYaAIINuXCA (GU3UKO-XUMUUYECKUMU CBOM-
CTBaMM, BOBHMKAIOT IPO6JIEMbI, CBA3aHHbBIE C PA3HOCTHIO KO3 DUITeH-
TOB TEPMUYECKOTO PACIIUPEHUST, XUMUUYECKUM COCTABOM, UTO IPUBOJIUT
K BOBHMKHOBEHUIO OCTATOUHBIX HATPS:KEHUl, qedopMaliuy U3geauil u
nmosaBjaeHMIo TpentuH [1-3].

Permtenne gaHHBIX TPOOJIeM BO3MOXKHO Ojarogaps MpaBUIbLHOMY BhI-
00py XMMUYECKOTO U CTPYKTYPHOI'O COCTaBa MPUIOA, IPUMEHEHUIO
TeXHOJIOTUUECKNX IPUEMOB ¥ ONTHMMH3AIlUM IMapaMeTpoB Ipollecca
naviku. Kaxkmasa KOHKpeTHas mapa pasHOPOAHBIX MATEPUAJIOB TpebyeT
VHAWBUIYAJIbHOTO IIOX0Ja IIPU BbIOOpe mpumos. TemmepaTypa mias-
JIeHUS MPUNO0S J0JKHA OBITH HUKE TaKOBOU I/ MeHee JIETKOIIJIaBKOTO
nasgeMoro marepuaJja. [Ipumoi mosxeH obecIeunTh XOpoIilee CMauKnBa-
HUe 000X MaTepuajoB U (OPMUPOBaHUE HOJHBIX rajireiueit [4]. Hua
pejaKcanuy BO3HUKAIOIIUX HANPAKEHUNH Heo0X0JMMO IIPUMEHATH
MJIACTUYHBIA IPUIIOHN, HAITPUMED, CO CTPYKTYPOH TBEPAOTO pacTBOpA.
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B mannoit paboTre mpejcTaBieHbl Pe3yJAbTATEI MCCJIEIOBAHUNA CTPYK-
TYPHOTO COCTOAHUA MASHBLIX COeIUHEHWHN PasHOPOIHBIX MATEPHAJIOB
MoJIMOIeH—Hep:KaBeloias CTalb, MOJYUYEHHBIX C MCIIOJb30BAHUEM Ba-
KyyMHOU nmaiiku u npumosa cucteMbl Cu—Mn—Ni mpu pasHBIX TeMIiepa-
TYPHBIX PEKUMAax.

2. MATEPUAJIBI M METOOUKA O9KCIIEPUMEHTA

A mpoBemeHUsa MCCIeNOBAHUI MCIOJIbL30BAIN IMPUIOU cucTeMbl Cu—
Mn—Ni, KoTOpPEBIE BBIMJIABJAJIN C HOMOIILIO aPTOHHO-IYT'OBOTO HAarpeBa ¢
HepacxoAyeMbIM BOJb()PAMOBBIM 3JIEKTPOAOM Ha XOJOMHON MeITHOU
OAJIOKKE B cpelie aproHa. B KauecTBe OCHOBHOI'O MaTepuaJja MCIOJIb-
3oBaJiu miaacTuHbl Mmonubaena (M) u mep:kaseromieir craau (1X18H9).
ITafixy miIacTMHUYATBHIX HAXJECTOUHBIX 00PA3I[0B HIPOBOAUJIN B BAKYYM-
HOM Ieuu ¢ paguaIiOHHBIM HATPEBOM. OTO O00YCJIOBJIEHO OCOOEHHOCTS-
MU MOJIMOJeHa, KOTOPLIH MMeeT HI3KO0e COIPOTUBRJICHNE OKUCICHNI0 —
npu Temmepatype Builie 500°C HaumHaerca cyonumariua MoO;, mpu
600°C oma craHoBUTCA 3HAUUTEAbHOI, a BhIle 800°C MoO; niaBuTcs,
YTO BEJET K CBePXaKTUBHOMY OKHCJIEHUIO B BO3AYIITHOM aTMocgepe [5].

ITonyuenHble masgHble 00PA3Ibl pe3au MEePIEeHINKYIIPHO HagHOMY
IIBY ¥ TO CTAaHTAPTHON METOAUWKE TOTOBUJIM MUKpOILIudbl. Murpo-
CTPYKTYPY MaAHBIX COeIMHEHUN U 9JIEMEeHTHBIN COCTAaB OTAENbHBIX (a3
MCCJIeAOBAJIN C IIOMOIIBI0 CKAHUPYIOIIEro 3JIeKTPOHHOTO MUKPOCKOIIA
TescanMira 3 LMU, ocHAII[éHHOTO SHEPrOAUCIEPCHOHHBIM CIIEKTPO-
MerpoMm Oxford Instruments X-max 80 mm?, mox ymopaBieHHEM IIPO-
rpammuoro nakera INCA. JlokaibHOCTh M3MEPEHUH cocTaBiadaa mo 1
MKM. PacmpeneneHue 5J1eMeHTOB U ChEMKY MUKPOCTPYKTYP ITPOBOAUIIH
B 00paTHO-OTPaKEHHBIX 2JeKTpoHax (BSE), mosBoidoIux wuccaemo-
BaTh MUKPOIINQPEI 0e3 XMMHUUecKoro TpaBjenusd [6]. MukpopeHTreHo-
CIEeKTPAJbHBIA MeTOJ 00ecIeuMBaeT BLICOKYIO JIOKAJbHOCTDL HCCJEIO-
Bauui (10 1 MKM).

3. PE3YJIBTATHI UCCJETOBAHUN U NX OBCY KIEHUE

IIpu matike ogHUM 13 I'JIaBHBIX YCJIOBHUU MOJYyUYEHUS HAAEIKHBIX COEIM-
HeHUU SBJIAETCA CMauMBaHUe IIOBEePXHOCTHY TBEPIAOT0 OCHOBHOT'O METAJI-
Jla pacmJjiaBOM ONpUIlosa. BHeNTHU 0CMOTP HaXJIECTOUHBIX PA3HOPOIHBIX
COeIMHEHNI, MOJYUEeHHBIX C MCIIOJb30BaHUEM BaKyyMHON HMaliKu mpu
remneparype T, = 1100°C (t = 5 MmuH), ITOKa3aJ Xopolllee cMauynBaHMIe
maseMbIX MaTepHUajJoB U (pOPMUPOBAHNE ITOJHBIX IJIOTHBIX TaJITeIbHBIX
yuacTkoB (puc. 1, a u 0).

IIpumenenre BakyyMHOM Maliku B JaHHON paboTe 00bICHSETCS He
TOJBKO OCOOEHHOCTAMU IIasgeMBbIX MATEpPHaJioB, a TaKKe PAJOM IIpe-
MMYIIIECTB II0 CPABHEHUIO C TPAAUIIMOHHLIMY MeTonaMu naiiku. Tak, He
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a 6

Puc. 1. BHenruuii Buj (@) u rajTeIbHBIN yYaCTOK (0) IaAHOTO COEIMHEHUSA MO-
JanbIeH—HepKaBelasa CTalb.

Fig. 1. Appearance (a) and fillet weld area (6) of molybdenum—stainless steel
brazed joint.

TpedyeTcs mpuMeHeHUe (hJIIOCOB U COOTBETCTBEHHO MX yAajIeHUe; MOsB-
JIsieTCsA BO3MOYKHOCTD IMOBBINIEHUS TeMIePaTyphbl pacuaiiky UsAeaunil sa
CUET HMCHAPEHUs SJIEeMEHTOB, 00J1aJal0NINX BBICOKOU YIIPYTOCTHIO IIapa
(uHOUS, Mapraiiia u ap.); odecieurnBaeTcs BaKyyMHAas MJIOTHOCTD IITBOB
(orcyTcTBUE TazoBoit mopuctoctu) [7]. JaHHBIe MperMyIIeCTBaA UMEIOT
0oJIbIlIOE 3HAUEHUEe MIJIA MAWKN OTBETCTBEHHBIX KOHCTPYKIIMII W3 He-
prKaBeroleli cTaadu U IOATBEP ;KAAIOTCS Pe3yabTaTaM IPOBEAEHHBIX Me-
TaysmorpaduuecKux uccaeI0BaHUI.

ITasubie mMIBBI coemMHeHU MOJUOAEeH—Hep:KaBeIada CTalb XapakK-
TEePU3YIOTCS OTCYTCTBUEM KaKuX-11ubo Jed)eKTOB, HEIpoIaeB, B TOM

20 mecwm| 1X18H9
a 6

Puc. 2. MukpocTpyKTypa OpaAMO rajareau (a) 1 masHoro msa (6) coequHeHU s
MosIubIeH—HePKaBeollas CTalb.

Fig. 2. Microstructure of fillet being brazed (a) and brazed seam (6) of molyb-
denum-stainless steel joint.



1232 C.B. MAKCHMOBA, B. B. BOPOHOB, I1. B. KOBAJIbYVK, A. B. JAPIOHOB

yucJie mopuctocTu (puc. 2). MUKpPOpPeHTreHOCIIEKTPATIbHBIM aHAJIN30M
oIIpefiesIeHO, UTO IeHTPaJbHAasa 30Ha ITadHoro 1rBa (puc. 2, 6) COCTOUT U3
TBEPIOr0 PacTBOpa HA OCHOBE MeIM, HaOJI0JaeTCs IPOHMKHOBEHNE
IPUIIOA II0 TPAaHUITAM 3€PEH OCHOBHOT'O MeTaJjljla — HepsKaBelollel cTa-
au (puc. 2, au 6).

CTpyKTypa IpPAMOI raJiTeJd OTJIHUYAeTCA OT CTPYKTYPBI 00paTHOI
(puc. 3, a) XUMHUYECKHUM COCTaBOM U MOP(OJIOTHTUECKUM CTPOEHUEM. ITO
00yCJIOBJIEHO OCOOEHHOCTAMU COOPKI U PasMeIlleHrueM IIPUIIoA Y 3a30pa,
Ha IIJIOCKOCTH madeMoOl IJlacTUHBI. Bo BpeMda maiiku mpUMoOi paciiaB-
Jsercd, JKUIKas (pasa 3aTeKaeT B KalUJUIAPHBIA 3a30p, CMAYMBaAET
TBEPAYIO IIASEMYI0 IIOBEPXHOCTD U HACHIIIIAETCA 3JIEMEHTAMU OCHOBHOT'O
MeTaJlia.

ITasiHOe coeguHeHME OOpasyeTca B Pes3yJIbTaTe TeILIOBOrO U (hU3UKO-
XUMHUUYECKOI'0 B3ANMOIeCTBU S MEK Y IIPUIIOEM U IIasdeMbIM METAJIJIOM.

B pesyiabTaTe B3amMoAenCcTBUA KUAKOTO IPUIIOS 1 TBEPIOTO OCHOB-
HOTO MeTaJljla IPHU TeMIlepaType MaiKu, IPOUCXOAUT AUCIIePraius Io-
caenmero (HepsKaBelolei craam).

MUKpPOPEHTIreHOCIIEKTPAIbHBIM aHAJN30M YCTAHOBJIECHO, UTO IPAMAT
rajiTeJib COCTOUT M3 MeOHOI MaTpPUIlbl — TBEPAOI0 PAcTBOPAa, COmep Ka-
mieit 4,31% wmacc. :xenesa (puc. 2, a). B Meguoii maTpuile 00paTHOI raj-
TeJIM MaccoBas H0JIs JKeJjie3a IPaKTuIYecKu He meusercs (4,19% wmace.),
HO MOABJIAETCA 3HAUNTEIbHOE KOJUYECTBO JUCIEePrUPOBAHHBIX YACTHIL
Ha ocHOBe KeJyesa (67,83-67,89% Bec.; puc. 3, a, Tada. 1). OHU comep-
JKaT TakKe HuKeJab (8,8-9,3% ), xpom (17,8% ) 1 HesHAUUTEIbHBIE KO-
JIMYECTBA OCTAJIbHBIX COCTABJIAIOIINX DJIEMEHTOB IPUIIOA M OCHOBHOI'O
metaJsiiaa (puc. 3, a, Tabu. 1).

I[aHHI)Ie Pe3yabTaThbl IOATBEPXKIAAIOT HMIOECHTHUYHOCTb XHMMHNYECKOTO

[ 80 Mxm [N Criexp 6 |
a (1]

o =i
[ 80mmm

Puc. 3. Uccnegyemsbie yuacTKu o6paTHOI rajgTenu (a) 1 maaHoro miBa (0).

Fig. 3. Investigated areas of back fillet (a) and brazed seam (6).
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coCTaBa HEPIKaBEMIel CTalu U AUCIEPTUPOBAHHBLIX UACTHUIL, HAXOM-
IIUXCA B TBEPAOM pacTBoOpe. AHAJIOTMUYHBIM 00pasoM (POPMUPYETCS IIa-
SIHBIH IIIOB CO CTOPOHEBI 00paTHOM rajarenun. OKPyrJble YaCTUIEI PA3HOTO
pasmepa 3aHMMAIOT OOJIBIIYIO ILIOIIALEL AaSHOrO II1Ba. B X cocTaB BXO-
IAT BCE 9JIEMEHTHI IIaseMbIX METAJIJIOB M IIPUIIOA: KeJie30, XPOM, HIU-
KeJb, Mapramell, MeIb, KpeMHU, MoaubaeH (puc. 3, 0, Tabu. 2).

B TBépmoM pacTBOpe Ha OCHOBe MeIu COIepsKaTcsA SJIEMeHTHI HepsKa-
BEIOIeH cTaJl, TAKKe KaK »Kejie30 U XPOM, HO B 3HAUNTEILHO MEHbBIIINX
KoauuecrBax — 3,27-3,45% un 0,62—0,64% cooTBeTCTBEHHO.

Baosns masHOTrO III1Ba €O CTOPOHBI MOJINOIeHa HabII0AaeTCs B BUAe He-
MIPEePBIBHOI MOJIOCH! (IIIUPUHON 0K0JI0 2 MKM) AuMY3UOHHBIN CJI0H Ha
OCHOBe MOJMOAEHA, COAEePsKaIUil IMOBBLIIMIEHHYI KOHIEHTPAIIHIO:
22,27% wmace. xenesa, 7,29% wmacc. xpoma, 0,84% macec. xpemHuA
(puc. 3, 6, Taba. 2). IloryueHHBIe JaHHbBIE MUKPOPEHTTeHOCIEKTPAIE-
HOI'0O aHaJu3a CBUAETEJbCTBYIOT O NPOTeKaHUM AUPPY3SUOHHBIX IIPO-
IIeCCOB BO BpeMsA HMaWKM, KOTOPHLIE MPUBOIAT K 00pasoBaHUIO COeIMHe-
HUH Ha MeK(asHoil rpaHHUIle U 000TalleHnI0 X COCTABJISIOIIUMU dJIe-
MeHTaMHu Hep:KaBeIollel cTau.

TABJINIIA 1. XuMuuecKuii cCOCTAB raJITeJILHOTO yuacTka (cM. puc. 3, a).
TABLE 1. Composition of fillet area (see Fig. 3, a).

Howmep XumuuecKue 3JIeMeHTHl, % Macc.

cextpa| §i | Ti | Cr | Mo | Fe | Ni | cu | Mo
1 022 010 573 3,30 2247 11,92 5500 1,24
2 015 000 084 530 419 859 8051 0,44
3 063 046 17,81 1,88 67,83 9,31 1,80 0,27
4 067 026 17,81 1,93 67,89 8,80 2,25 0,39
5 0,10 000 0,00 000 0,00 000 000 99,90
6 070 039 1844 1,94 6869 892 091 0,00

TABJINIIA 2. XuMuuecKuii cocTaB masHOro 11Ba (cM. puc. 3, 6).

TABLE 2. Composition of brazed seam (see Fig. 3, 6).

HOMep XumMuuecKue 3JIEMEHTHI, % wmacc.

cmextpa| §i | Ti | Cr | Mn | Fe | Ni | Cu | Mo
1 084 000 7,29 0,99 2227 411 0,71 63,78
2 029 009 677 3,38 2482 825 48,08 8,32
3 046 0,10 11,25 3,55 44,15 16,77 21,57 2,15
4 000 008 064 529 327 3,79 86,66 0,27
5 0,08 000 062 514 3,45 3,61 86,86 0,24
6 084 068 1833 1,95 6813 859 1,14 0,34
7 029 016 834 298 30,10 7,84 49,10 1,19
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Cum:kenue temmeparypbl maiiku go 1084°C mosBossgeT u36e:KaThb
IUCIIEPTAIlu OCHOBHOTO MeTaJiia [8] m obecmeunBaeT opMUpPOBaHME
IIJIOTHBIX OMHOPOIHBIX MAaAHBIX IITBOB (puc. 4, a u 0).

Marpuny magHOro IIBa IIPEACTABJAET TBEPALIA PACTBOP Ha OCHOBE
MeOu, COMEePIKAIUH TaKyIo Ke KOHIIeHTPAINIO 9JIEMEeHTOB, KaK U TBED-
IBI pacTBOp IIpM Ialike NpPHU IIOBBIINIEHHON TeMmmnepartype. Hesmaum-
TeJBHYIO ILJIOIIAaAb II0JIA 3peHusa MuKpouirda (0koJo 1% ) cocTaBIAOT
BbIAeeHuA yacTull (pasmepom 2—10 MKM), 000TaIEHHBIX MOJINOIEHOM
5,78% , menesom 39,54% U APYTMMHU COCTABIAIOINIMMU 3JI€MEHTAMUI
HepikaBeloIne cranu (puc. 4, rabua. 3).

MMupuna auddysuonHOTO Cci0oA yMeHbInaerca no 0,9—1,4 MM, HO
COOTHOIIIEHWE KOHIIEHTPAIIMY XWMHUUYECKUX OJIEMEHTOB COXPaHsIeTcs
IpeXHUM. B HEKOTOPBIX YUYacTKaXxX ITBa HAOJI0ZaeTcsd MPOHUKHOBEHUE
mpunos (TBEPAOTO pacTBOpa) II0 T'PaHUIIAM 3€EpPEeH IIageMOoTo MeTaJlia
(Hep:xkaBeIoIel cTaan).

B cooTBeTcTBHHM ¢ AmarpaMMaMM COCTOSHUSA OBOWHBLIX MeTaJLInye-
CKMX CHCTEM JKeJIe30 U MeIb OTPAHNUYEHHO PACTBOPUMBI IIPU HOBLIIIIECH-
HOII TeMIlepaType, HO C MOHMKEHNEM TeMIIePaTyPhl UX PACTBOPUMOCTD
cumxaerca u upu 20°C mpaKTUueCKM OTCYTCTByeT. BuHapHasa cucrtema
JKeJIe30—HUKeJIb XapaKTepuayeTcs CYINeCTBOBAHMEM HeIIPepPLIBHOTO
pAna TBEPABIX PACTBOPOB MEKIY Y-$KeJIe30M U HUKEJIEeM DU HOBBIIIEeH-
HOI TeMmneparype. IloHMKeHNe TeMIIepaTyPhI IPUBOAUT K 00pa30BAHUIO
pAla MPOMeKYTOUHLIX ymopagoueHHBIX ¢as (FesNi, FeNi, FeNi;). Cu-
cTeMe MeIb—HHUKEJIb XapaKTepHO o0pas3oBaHMe HEIPEepPbIBHOTO pdAla
TBEPABLIX pacTBOpPoB [9, 10]. Takum o6pas3oM, MOIKHO IPEIIOJOKUTD,

_C 5
S 1X18H9

f Criexerp 4 |

I

a o

Puc. 4. MUKpOCTPYKTypa IasgHOTO IIIBa COeANHEHNA MOIUOIeH—HePKaBeoas
CTaJlb, IIOJIYUEHHOT0 IpU TeMIleparype naiiku 1084°C.

Fig. 4. Microstructure of brazed seam of molybdenum-—stainless steel joint
produced at brazing temperature of 1084°C.
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TABJINIA 3. XumMuuecKuil cocTaB MasgHOTO COEIMHEHUS IIPU TeMIIepaType
natixu 1084°C (cm. puc. 4, a).

TABLE 3. Composition of brazed joint at brazing temperature of 1084°C (see
Fig. 4, a).

Howmep XuMuuecKue 9JIeMeHTHL, % Macc.

cmextpal  Si Cr Mn Fe Ni Cu | Mo
1 0,19 1,59 7,64 68 7,66 7529 0,77
2 0,43 858 4,34 39,54 26,32 1501 5,78
3 0,07 0,74 828 354 621 8,16 0,00
4 0,11 173 7,57 6,52 542 78,338 0,27
5 0,85 18,00 1,48 72,11 572 1,85 0,00
6 0,40 12,04 3,21 51,19 19,09 10,38 3,60

YTO IPU KPUCTAJJINIAIINY IIASTHOTO IIIBA Ha (poHE TBEPAOTO pacTBOpa Ha
OCHOBe Meau (OPMUDPYIOTCA €IWHWYHBbIE YaCTHUILbl MTPOMEKYTOUHBIX
das. aa yTouHeHUA TaHHOTO MPENIOJIOKEeHUA HeoOXOAUMO ITPOBECTH
IOIIOJHUTEJbHEIE NCCIeIOBaHUsA. B ToMKe BpeMs cjaeqyeT OTMETUTD, UTO
IIpu nafme MHOT'OKOMIIOHEHTHBIMWY IIPUIIOAMM KPHCTaAJJIMU3AIIUA MeE-
Tajia MasHoTo IITBa IPOUCXOAUT B HEPABHOBECHBIX YCIOBUAX (B KaIIMJI-
JSPHOM 3a30pe) IPU HAJWUYUU TpPajueHTa KOHIeHTpaIuM Ha Merkdas-
HOM TpaHMNIle, YTO IPUBOIUT K 000TallleHnI0 MeTaJjja IIasHoTo IIIBA CO-
CTaBJIAIOMIMMY XMMHUYECKHMHU dJeMeHTaMHu IIageMoro mMeraJia. B pe-
syabTaTe [ PY3NOHHLIX IPOIECCOB B MagHOM IIIBe 00pa3yIoTCAa YaCTU-
IILI HA OCHOBE CHCTEMbI KeJjie30—HUKeJb—MeIb. B madHOM IIIBe — TBEP-
IOM pacTBOpe Ha OCHOBE MeAW KOHIEHTPAIWsA KeJje3a CYIINecTBEeHHO
HUKe 1 cocTaBiaaeT 6—7% .

4. BbIBOJ1bI

MUKPOPEHTIreHOCIIEKTPAIbHLIMYA HCCJIEJOBAHUSIME YCTAHOBJIEHO,
YTO IPU MOJYUYEHUN PA3HOPOTHBIX COeIMHEHUH MOJINOIeH—HEePKaBelo-
mjasd CTajJb C MCIOJL3OBaHMeM Ipumod Ha 6ase cucteMbl Cu—Mn—Ni
IeHTpaJbHasdA 30HA IAaAHOTO IIIBA COCTOUT M3 TBEPAOTO pacTBOpa Ha Oc-
HOBe Menu. B mepudepuitHoM yduacTKe IIBa (CO CTOPOHBLI MOJIMGIEHA)
obpasyerca IUMPPY3MOHHBIN CJIOH, BBIAEJAIOINICI B BUAe HEIPEPhIB-
HOHM ITOJIOCHI BAOJb MASHOTO ITBa. Bo Bpemsa maiiku (IIpU TeMIepaTrype
1100°C) mpoucxoauT guUcCHepramusa OCHOBHOTO MeTaJljla, UYTO IPUBOIUT
K 00pas3oBaHMUIO OTAEJIbHBIX YaCTHUIl HA OCHOBE Keje3a, KOTOPbIe BhIfe-
JIAIOTCS B TBEPAOM PacTBOpE.

ITouu:xenme temmnepaTtypbl nmaiiku go 1084°C mosBoJsser u3bekaThb
JIUCIIepTalli OCHOBHOT'O MeTaJjjia um obecmeunBaeT hopMUPOBAHUE OJ-
HOPOAHBIX MMAAHBIX IIIBOB, COCTOAIINX M3 TBEPLOr0 PACTBOPA HA OCHOBE
MeIU ¥ eIUHUYHBLIX YACTHUIL HA OCHOBE CHCTEMbI JKeIe30—HUKeJIb—MeIb.
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IMupuna auddysuonHoTO ciI0A yMeHbInaerca 1o 0,9-1,4 MKM, HO co-
OTHOIIIEHNE KOHIIEHTPAIMA XHMHUUYECKUX 9JIEMEHTOB COXPaHseTCs
mpeXkHUM. Ha HEKOTOpBIX ydyacTKax HaOJofaeTca ITPOHUKHOBEHUSA
MIPUMIOs II0 TPaHUIlaM 3€peH OCHOBHOTO MeTajjia (Hep:KkaBeloIlel cra-
Jau).
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