B43 % 1Y B’

2022 £ 1 A

S ¢
TRANSACTIONS OF THE CHINA WELDING INSTITUTION

Vol.43(1):42 — 47

January 2022

RS HTERNRE /A HNZHHREE
ELAAS N F RN

4+ 08 Bm, Em, RieF', @K
(1. dbmt Tl K2, dbat, 100124; 2. ITHETEER R A PR 7, H2Y%, 214200)

HE: X 3 mm )5 TC4 $k5 4 /15-5PH AN S A A RLE AT T U INER 457 4 (nickel aluminum bronze, NAB) i3
20O BHREEE, T NAB i I8 )Z X B2k UY | oMl 40 5 Ji2= e Renysg . 4558 3R 0, %0 NAB 13 %
JZY TC4 Bk 5 42/15-5PH AEEM TR RREOCIR AT T RAFIOE i ik, HERPURIREE R 290 MPa, #3k
WA SMATHZTERE R 547.8 HV. Bk E& S MR H 3 FOAFRIES A B RS Y24, H it/
Cu-Ti, Ni-Ti MRS 23 2, WilerE =09 Ti-Fe AHEGR B B/, RETRIN NAB i I8 240 Tk E MR

T e P 55 11 Ti-Fe AHIBIE AL

BIFRA: (1) BN NAB 1338 2 FEK A S/ AN BRI T R iUE 215 S 13k,
(2) I NAB o 3 Z 0 T 4R 85 A 4 S e =5 A9 Ti-Fe AHAYTE K.

KEIR: B BhE S NEW; S12ErERE
B 42 S: TG 456.7 X HERERIRAD: A

0 F&

PR a HAT UL R A e | BN RE | B
) L3R 8 B A AR, R AT R
U BT ol R 0 BB, TR A A AN
S A AR R T [ LA PR S B A D0 AR, TEATZS AT
K AT By 25 22 15 S SUSAS B 12 9 N

AT LRI, T PR RERIE SR R A

L1 A AL 2= R R DL BRIk 3 22
5, A SN E N ST R RR AR 2 Pk, S
rh A 32 S MERI R4k ) A U A R 1) Ti-Fe 42
J& 1464 (intermetallic compound, IMC)"™, 55
Pk AR RE B RRARY. B, Bk B S/ AR B
PR DLT | v SO ) Az BN LT 12
Kok, Wi ¥ 248 AL i AR S MR
faRueez—""",

H I E AT TR A /AN 0 S5 b R AR 4
MR 2 4 8 7 kAT T K\, sk

Wi EHA: 2021 — 07 — 22
ELWB: HE AP RW I E (51621003)

doi: 10. 12073/j. hjxb. 20210722002

W, Lial Ag VBRI E)Z, BARE L A & AgTi
ey i R ECIE S A S A 2w/ 8 0E s S
SR, HF Ag BUA I BRI, Ag 3o 20 LAFE S PR
TAEFRH, BATEZEEPLE Cu, Ni il )24 )8
FIF 5T, X S i T4 3k AT AL JE B Cu-Ti M L
Ti-Fe AHELA7 47 1 ¥ 5P . Zhang 25 A" BiF5¢
T 0.2 F10.4 mm J& Cu EXT LG &/ AT NHOLIE
Pk BRI, 25 R, SN AN S EE Y Cu i mT 3k
PRURLSEEE 5> 5 h 210 F1 320 MPa K& &/ AR5
WEoeEEEk. Li AN B T VAl Cu 1 Cu-
Nb & J J2 34T TC4 £k & 4 /3161 A5 3N BOG IR
o, S5 B R, AN Cu-Nb o 8 242 3k i i = bt
PO B 35 %) 215 MPa. Wang 25 AU SR TR N
0.5 mm #i F #E4T TA1S £k54:/304 NG T3
KRz, RS T HUPISRIE 208 234 MPa 1943k, Hit
AU, AR HRTE A AN Cu it I8 248 nT it &
RGN AN R0 8, (H RSk SR T AR B
8%, ME LA A SRR FH A B po ik B R
WO RE R | AR AR AR
SRFEPR S G R X /N | KRR 1 AR TE /N DL
VR R A o A e T e, BN
A5, AR R, R T A s . [FIRT,



F1H 4N F, F R4

FRITEE R E2/AFRAMMBBOERELARE ) FHENT

43

OGPy A AT il 23k B IMC 19
TR, BN IMC J2 JREEE, DA B8 8 4 3k 1) 01 24
RE S, SR 7 SFERE AL S B9 NAB B 46
CufEHRid % 24 /1T TC4 885 4:/15-5PH A5
WXL O T 2R, s
NAB i J JZ2 X4 TC4 Bk G 43/15-5PH AN B4t 45 4
AL LU 1 AP RR A5, SR Bk /A0 S R A b
i3k S R R A B TR AL B LA RET A Y

.
1 RE T %

e FH B EERE 43 50 3 mm JEEAY TC4 4k & 4R
5 3 mm & 15-5PH N5 P, SR &8N
NAB Hef&RHR}, JEEE N 2 mm. K X SH5500
FEDNAT 3 FAT R AR s g 1 s,

®1MBOREES (RRSY, %)
Table 1 Chemical compositions of materials
R Mn Ni Al v Cr Cu Fe Ti
TC48k A4 — — 5.5~6.8 3.5~4.5 — — <0.30 88.4~90.7
NAB#H 4 0.5~4.0 3.0~6.0 7.0~11.0 — — 77.5~82.0 2.0~6.0 —
15-SPHANEE N <1.0 4.7~5.7 — — 14~15 1.7~2.5 75.5~178.5 0.15~0.30
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Schematic diagram of laser welded TC4/NAB/
15-5PH
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Table 2 Optimized laser welding process parameters

WokhR P BER R RS
PIW v(mm'min)  Affmm  d(mm) O/(L-min)
3500 2500 3 0.4 20
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P BR B NG5 AR 0 k500 23351 Keller X
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B M H4 4T (scanning electron microscope, SEM)
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(energy dispersive spectrometer, EDS) #£17 IMC /4y
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Fig. 2 Cross section of TC4/NAB/15-5PH laser welded
joint
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Fig. 3 Microhardness profile of TC4/NAB/15-5PH laser
welded joint
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Table 3 Tensile properties of laser welded joints

e JEMRGREE  PRRE WEMKER
R /MPa R./MPa A(%)
TCAEk G4 865 1012 =10.0
15-5PHAREEH 785 980 =8.0
NAB74fi 268 638 15.0
TC4/15-5PHEZ kK isUFE — 290 2.0

(OFH2

B 4 TC4/NAB/15-5PH Btk SLh BT OfZ5R
Fig. 4 Fracture surface morphology of TC4/NAB/15-5PH laser welded joint. (a) fracture location;(b) low magnification

micrograph; (c) high magnification micrograph

2.3 HEE/AFWNELTERBHMAALR
5 A TC4 k4 42 /15-5PH A 45 40 12 3k 1 4%

HEE S . SR A 4 M 5T 1 NAB i3 3 295

b &5 B R KR A% (] Sa) B2 80 T 40/ 25l i

PR AR BRI /) IMC J80RL, Xz IMC okr 61 7
BT, 1% IMC BURL R 7 418k 27. 52%Ti,
26.50%Fe, 22.06%Ni, 23.92%Cu, A itt, #E i Bk
JERURL ] fE A NiTi 5 TiFe AH. 9% 2 rh B X ds 20



F1H FAEFHEFRIEENRE/MFRARMMHBOORELARE hF RO ®E 45
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BB SR RRAE T, AR T Fe, Ti fEHSk AR S-EMIRSEH 2] A
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Fig. 5 Transition layers at different positions of TC4/NAB/15-5PH laser welded joints. (a) titanium alloy side; (b)
unmelted; (c) stainless steel side
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(a) TRAFTESL
B 7 TC4/NAB/15-5PH B SL $AMI SR E AR
Fig. 7 Interface on Ti side of TC4/NAB/15-5PH laser
welded joint

K EDS fEiEX] IMC #F 1 5S35 04r, IS4
BEICEMEFREINE 4 Fin. B 8 Wniy IMC 4
LURFE LN 67.50 um, SEIT TC4 LA & ME T X
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Fig. 6 l-ﬂlr?terf-lz;\(c::‘:/'(:l:\ I:t/:Iz:el ﬁ?iﬁiﬁé@ﬂfﬁ laser R, RERTERITH 4 A 0RN Cult NiTL,

% Gibbs free energy Az 1E™, G(NiTi,) =—49 120 +

welded joint. (a) low magnification micrograph;
(b) high magnification micrograph 17.21T, G(CuTi) =—17 534 + 3.37T; T =1 023 K i,

(b) HHTERR
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Fig. 8 High magnification SEM morphology of |, Il and Il zones. (a) | area; (b) Il area; (c) lll area

* 4 TCAMFE IMC ELAMW EDS &5 (RFHH, %)
Table 4 EDS analysis of IMC structure of TC4 side interface

X sk Ti \Y% Cr Fe Ni Cu AREAYIAE
1 57.47 1.29 1.01 1.19 1.55 37.50 CuTi,
2 40.71 1.07 0.17 2.47 3.48 52.10 CuTi
3 25.18 0.98 0.06 1.63 1.69 70.45 CuTi
4 34.15 0 0.12 12.26 14.54 38.93 CuTi, NiTi,
5 16.30 0.11 0.10 3.63 12.56 67.30 NiTi
6 4.32 0 0 2.34 2.32 91.02 FeTi,, NiTi,
7 33.69 0.25 0.24 20.56 20.50 24.76 NiTi,, FeTi,
8 6.10 0.06 0.05 3.47 3.66 86.65 Cu BE[H 74
9 33.01 0 0.14 16.35 15.68 34.83 NiTiy, FeTi,

G(NiTi,)(=31. 5 J/mol) < G(CuTi)(—14. 1 J/mol), [H i
4 A4 NiTiy; 5 41 NiTi #H; 6 17 &€ & FeTi, Al
NiTiy, &394 G(FeTi,)=—-15219—-2.29T, T=1023 K
i, G(FeTi,) (-17.6 J/mol) > G(NiTi,), It 6 #1 K
NiTi,. HIAT%, 11X IMC 2H41 NiTi F1 NiTi, 4.
SEAAEENMITITIX. IMC H 2R 7 1) Sk R
EUAL, B AR 7 9 AH AT RESA NiTi,,
FeTi, #H, G(FeTi,) > G(NiTi,), Xt 7 F1 9 #H %
i NiTiy #H, 8 #1209 Cu FEREIF A, K% )2 2
/b 1 NiTi, AR ECAE A AR R . BRI, TTIX
IMC 2041 %y CuTiy, CuTi, NiTi F1 NiTi, £ .
A UL, A0 NAB Hp a2 42 3L 805 4 A el T
KA A X B A Cu-Ti, Ni-Ti A, Ti-Fe AH%CR
Wb, P, % NAB Hr[EZ A RS T Fe Al
Ti 7EEKG G M AT i AH B4 8, FmaeIe s 1 K&
SRR Cu-Ti, Ni-Ti A, A F) Tk 3 3k
AIHTHIREE .
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P75 AT A 290 MPa, W5 KN 2. 0%.

() #SL KA 4 M A1 IMC JZ2 68 B fom ol
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HV L) F.
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/i 1 FeTiy AHALRE, WPk AHXT 8K 1 Cu-Ti, Ni-
Ti AHBCRIG I, 2R GE MM F AL AL IMC.
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