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ABSTRACT

Inconel 625 to 16Mo3 base material welds are used in energy industry in waste incineration
plants to increase lifetime of membrane walls. The welds are formed using MIG-CMT method.
Macrostructure and microstructure analyses were carried out using Apreo 2 SEM microscope,
and chemical composition analysis of welds was also carried out using iSpark OES
spectrometer. Finally, analyses of selected mechanical properties, namely microhardness and
ductility, were performed.

Key words

Inconel 625, mebrane walls, CMT, welding, microstructure, OES, SEM, microhardness,
ductility

ABSTRAKT

Navary z materialu Inconel 625 na zakladni materidl 16Mo3 slouzi v energetickém pramyslu u spaloven
odpadu pro zvySeni zivotnosti membranovych stén. Navarové housenky jsou vytvofeny pomoci metody
MIG-CMT. Byly provedeny analyzy makrostruktury a mikrostruktury za pouziti SEM mikroskopu
Apreo 2, dile byla provedena analyza chemické slozeni navarové housenky za pouziti OES
spektrometru ISpark. Nakonec byly provedeny analyzy vybranych mechanickych vlastnosti, konkrétné
mikrotvrdost a taznost.

Kli¢ova slova

Inconel 625, membranové stény, CMT, navafovani, mikrostruktura, OES, SEM, mikrotvrdost,
taznost
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ROZSIRENY ABSTRAKT

Tvorba odpadu patfi k lidské existenci od nepaméti. Jiz vypalovani hliny do forem, ve které se
v praveku tvofily keramické nadoby, mélo prvni dopad na prirodu, jelikoz keramické stiepy se
v archeologickych vykopavkach stale nachazeji. S postupem ¢asu a pokroku prislo lidstvo na
to, jak zpracovavat jednotlivé kovy, mezi které patii méd’ a zelezo. V prubchu staleti se lidé
naudili upravovat materialy do formy slitin, jako je bronz nebo ocel. Tyto materialy se v pfirodé
nevyskytuji a doslo tak k dalsi kontaminaci pidy pomoci kovii. Mezi materialy, které vydrzi v
prirod¢ nejdéle, patii sklo. Sklo se pouziva jiz dlouha tisicileti a je velmi inertni vaéi vlivam,
jez by ostatni materialy dokazaly rozlozit. S pokrokem dokazalo lidstvo vytvorit sklo za pomoci
chemickych latek, které jest¢ prodluzuji Zivotnost skelného materialu. Mezi nejvetsi objevy v
materidlovém odvétvi patfi objev vyroby a zpracovani plasti. Jedna se o relativné novy
material, prvni plast byl vyroben v roce 1907. Plasty jsou v dnes$ni dob& hojné¢ vyuzivany ve
vSech odvétvich prumyslu. Jejich vyroba je levna, rychla a relativné jednoducha, proto plast
patii k nejvice vyuzivanym materialim na svété. Dopad na Zivotni prostfedi ma vSak enormni,
a to z duvodu jeho slozité rozlozitelnosti jak v pudg, tak ve vodé. V dnesni dobé pokracuje
vyvoj novych plastt, které mohou byt degradabilni v pfirodnim prostredi, ale drtiva vétSina
objemu plastu, jenz je produkovan, velmi zneciStuje nasi planetu. Mezi nové odvétvi, které
zneciStuje nasi planetu, spada elektronicky pramysl. Elektronické zafizeni obsahuje velké
mnozstvi riznych kovi a plastt, jez jsou té€zko rozlozitelné. Dale jsou pouzivané nebezpecné
latky jako je rtut nebo kadmium, které mohou zpusobit znecisténi Zivotniho prostfedi. Odpad,
ktery lidstvo produkuje od svého vzniku, je biologicky odpad ve formé odpadku vzniklych
z potravin nebo vylucovani.

V dnesni dob¢ se naklada s odpadem riiznymi zpiisoby. Ve vyspélych zemich, jako je napfiklad
Némecko nebo Dansko, se ve velké mife spaluje odpad ve spalovnach a vzniklé teplo se vyuziva
pro tvorbu elektrické energie. Ceska republika patii mezi skupinu zemi, které odpad ukladaji
na skladkach a spaluji v priblizném poméru pul na pul. V posledni fad€ jsou zde staty, jako je
naptiklad Malta, ktera veskery odpad uklada do zemnich skladek.

Spalovani odpadu neni omezeno pouze na komunalni odpad, ale zahrnuje i prumyslovy a
zdravotnicky odpad a odpad z ¢istiren odpadnich vod. Spalovani odpadu pii nizkych teplotach
se provadi u bézného komunalniho odpadu, zatimco nebezpeény odpad se spaluje pii velmi
vysokych teplotach, ¢asto v cementarenskych pecich. Tento proces je dulezity z hlediska
udrzitelnosti, protoze umoziuje vyuziti odpadu jako zdroje energie a snizeni potfeby fosilnich
paliv. Provoz spalovacich zafizeni muze byt problematicky kvuli rozmanitosti odpadu a
agresivnimu slozeni spalin. Pro tento ucel se pouZzivaji kotle s membranovymi sténami, jeZ jsou
schopné vyrabét paru pro turbiny. ProdlouZeni Zivotnosti membranovych stén miiZze byt
realizovano pouzitim korozivzdomych a Zaruvzdomych oceli. Dale mize byt Zivotnost
prodlouZena pouzitim navafenych niklovych slitin.

Technologie navarovani je modifikaci technologie svafovani. V pripad¢ této technologie
dochazi k nanaseni pridavného materialu na material zakladni. Dé&je se tak z nékolika davoda.
At uz to je zdivodu zvySeni Zzivotnosti soucastky zhlediska korozni odolnosti, Zarové
odolnosti nebo kvili zvyseni odolnosti vii¢i mechanickému opotiebeni. Nejcastéji se nanaseji
materialy s vyrazng odlisnym chemickym sloZenim nebo mechanickymi vlastnostmi. Casto
pouzivané jsou materialy na bazi nezeleznych kovu, jako napriklad chrom, nikl nebo molybden.
Tyto materialy se pouzivaji ve form¢& superslitin.
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Zakladnim pozadavkem je minimalni promiseni obou materiald, a tim dochazi k zamezeni
degradace navarového materialu. Mezi technologie, které se pouzivaji pro vytvoreni téchto
navart, patfi progresivni metoda MIG-CMT. Tato metoda oproti klasické metodé MIG pouziva
modifikaci s nazvem cold-metal-transfer. Tato modifikace svafovani tavici se elektrodou
v ochranné atmosféfe kombinuje horkou fazi hoteni oblouku, kdy se tavi drat i ZM se studenou
¢asti procesu, kdy se pri kontaktu nataveného dratu stavnou lazni snizuje intenzita proudu
a drat se vraci do hubice. Tim je podpofeno oddéleni kapky bez rozstriku a s nizkou hodnotou
vnesenc¢ho tepla do svaru. Cely proces je fizen digitdlné a zpétny pohyb dratu probiha
s frekvenci az 130 Hz. Rozdil mezi technologiemi je v moznosti ovliviiovani zfedéni.
Cely proces navarovani je fizen za pomoci zdroje, jenz je schopen vSechny pozadavky, které
jsou pozadovany pro spravné navareni, splnit. Zdroje od firmy Fronius obsahuji software
schopny nastavit vSechny potfebné parametry, jichz mohou byt az desitky, takze dojde
k minimalizaci nataveni zakladniho materialu. Dilezity je kontaktni tthel mezi zakladnim
materialem a navarem. Pfi vypouklém tvaru je navar vysoky, coz muze byt prihodné
pro zajisteéni velké tloustky ochranného navaru. Pro rovnomémeé navazani svarovych housenek
je zapotiebi kontaktni thel alesponn 115°. Pokud je thel mensi, tak neni realné vytvofit
homogenni celistvy navar, jelikoZ je vytvareny navar prilis vysoky.

Spalovani komunalniho odpadu tvofi béhem procesu spalovani velké mnozstvi riznorodych
prvku. Interakce navarové slitiny Inconel 625 s prvky, které jsou tvorfeny béhem procesu
spalovani, je umocnéna vysokymi spalovacimi teplotami, které mohou dosahovat hodnot
az 600° C. Takto agresivni prostfedi degraduje materialy vysokou rychlosti. Inconel 625 patfi
k superslitinam, které jsou pro takové prostiedi vhodné. Procesem navarovani dochazi
k teplotnimu ovlivnéni jak navarové vrstvy, tak zakladniho materialu. Navarova vrstva
je dvouvrstva. Tento zpusob je zvolen proto, ze zakladnim parametrem, ktery je hodnocen
z hlediska pouzitelnosti ve spalovacich kotlich, je zfedéni navarové vrstvy Zelezem. Zelezo ma
vysokou afinitu k prvkim, jako je sira, fosfor, chlor a dal§im prvkum, které jsou tvoreny béhem
spalovani odpadu. Hranice dostate¢ného ziedéni povrchu Zelezem se udava hodnotou 5 %. Toto
zfedéni je dano svarovacimi parametry, jez jsou mezi sebou jednotlivé provazany. Hlavnim
parametrem je velikost tepeln¢ ovlivnéné oblasti. Hloubka této oblasti je fizena svafovacim
proudem, dale rozkyvem, svarfovaci rychlosti a také chlazenim. Chlazeni je v tomto pfipadé
feSeno tak, ze cely proces navafovani probiha jiz na membranovych sténach, které jsou
pfipojeny na vodni okruh.

Vyzkum v diplomové praci je zaméfen na analyzu dvou typu vzorkti navarového materialu
Inconel 625. Jednotlivé vzorky byly navafeny na zakladni material 16Mo3. Navarovani
prob&hlo na robotickém pracovisti ve firmé Smeral s.r.o., kde byl simulovan realny proces
navarovani na robotickém pracovisti opatfeny manipula¢nim zafizenim, chladicim okruhem
a samotnym svarovacim zdrojem od firmy Fronius. Vzorky se od sebe navzajem lisi parametry
navarfovani. Jednotlivé parametry navafovani nebudou zvefejnéné z divodu know-how
vyvijené technologie na VUT FSI.

Zakladnim parametrem, jimz byly jednotlivé vzorky od sebe odliSeny, byly zminéné parametry
a také zfedéni povrchu Zelezem. Tato rychla chemicka analyza byla provedena pfimo na
pracovisti kratkou chvili po navafovani prfenosnym spektrometrem od znacky Thermo
Scientific Niton™ XI.3t XRF. Toto zafizeni je velmi efektivni pro rychlou analyzu pfimo na
pracovisti nebo kdekoliv v terénu. Bylo zjisténo, Ze jednotlivé navary se pohybuji s obsahem
zeleza okolo 1 % a5 %. Jelikoz je zfedéni navarove vrstvy zelezem velmi dulezita ¢ast vyzkumu
a vyvoje vyroby ochrannych navarovych vrstev, bylo znabitych znalosti rozhodnuto,
ze chemické slozeni bude ovéreno na laboratornim spektrometru od firmy Thermo Fisher ARL
iSpark. Tento typ spektrometru byl zvolen z davodu zpusobu analyzy vzorku, které jsou
dvouvrstvé a skladaji se z odliSnych materialii. Spektrometr pracuje na principu optické
spektralni analyzy, ktera je také vhodna pro vyhodnocovani povrchi vzorku. Vzorek byl
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upraven na brusce, kde byla odstranéna povrchova vrstva a vytvorena ploska pro utésnéni
prostoru pro méfeni. Méfenim bylo vyhodnoceno, Ze jednotlivé chemické obsahy se 1isi od
obsah Zeleza. Probéhlo statistické vyhodnoceni, kde byly méfeny 4 vzorky a na kazdém byla
provedena tfi méfeni chemického slozeni. Ve vzorku, kde bylo puvodné zméfeno 1 % zeleza
se nachazelo 2,76 % Zeleza a ve vzorku, kde bylo naméfeno 5 % prenosnym spektrometrem,
bylo v laboratornim prostfedi naméreno 4,79 % pomoci OES spektrometru.

Po ziskani informaci o chemickém sloZeni jednotlivych vzorki nasledovala analyza
makrostruktury a mikrostruktury. Analyza makrostruktury méla za cil vyhodnotit mnozstvi vad,
které¢ vznikly ve spojeni s procesem navarovani, dale byla vyhodnocena velikost tepelné
ovlivnéné oblasti. Celd makrostruktumni analyza probéhla na digitalnim mikroskopu od firmy
Keyence, kde doslo k vytvoreni jednotlivych snimku. Byly zjistény vady ve form¢ poru, které
jsou zpusobeny technologii navafovani a zvolenymi jednotlivymi parametry. Velikost tepelné
ovlivnéné oblasti dosahuje u vzorku s obsahem Zeleza ve struktufe 1,37 mm a ve vzorcich
s obsahem Zeleza 4,79 % je velikost TOO oblasti 1,38 mm. Analyza mikrostruktury probchla
na skenovacim elektronovém mikroskopu Apreo 2 od firmy Thermo Fisher Scientific.
Z analyzy makrostruktury byly zjistény oblasti, na kter¢ se analyza mikrostruktury zamérovala.
Sledovala se mikrostruktura jak navarového, tak zakladniho materialu, a samoziejmé vady
v materialu. Vady byly sledovany z duvodu tvaru a potencialniho §ifeni béhem procesu uzivani.
Mikrostruktura Inconelu 625 méla dendritickou strukturu se specifickym protaZzenim
dendritickych zm ve sméru odvodu tepla. Mikrostruktura oceli 16Mo3 v tepelné neovlivnéném
stavu je feriticko-perliticka struktura. Tepelnym ovlivnénim svafovacim procesem
se v materialu vytvorila na hranici mezi jednotlivymi materialy smésna struktura, ktera je
tvofena martenzitem, bainitiem, zbytkovym austenitem. Byla sledovana postupna zména
struktury materialu v zavislosti od vzdalenosti zdroje navafovani.

Soucasti analyz navarovych vrstev Inconelu 625 jsou mechanické zkousky. Jako prvni zkouska
byla zvolena dle pfedchozich analyz chemického slozeni, makro a mikrostruktury, zkouska
mikrotvrdosti. Mikrotvrdost byla vyhodnocena na dvou vzorcich rozdélenych dle chemického
sloZeni. Vzorky byly zatéZzovany vahou 100 g, jednotlivé vrypy jsou ve vzdalenosti 180 pum,
prodleva mezi méfenimi byla 10 s. Cela analyza byla vyhodnocena na piistroji LECO AMHSS.
Vysledkem bylo vytvofeni map mikrotvrdosti, na kterych byly vyhodnoceny jednotlivé
maximalni, minimalni a primémé hodnoty tvrdosti jak zakladniho materialu, tak navarového
materialu. Jednotlivé hodnoty se od sebe prili§ nelisi, maximalné v hodnotach jednotek HV.
V zavislosti na ziskanych informacich z méfeni mikrotvrdosti a parametrii navafovani muzeme
vyhodnotit, ze vzorky s vys$Sim obsahem zeleza v navarové struktufe dosahuji 1 vysSich
vnitinich napéti mezi jednotlivymi vrstvami navarovych vrstev.

Dalsi mechanickou zkouskou byla tahova zkouska. Primarimi hodnotami, které¢ bylo potieba
zjistit, byly hodnoty meze kluzu a meze pevnosti. Testovany byly vzorky zakladniho materialu
oceli 16Mo3 a vzorky zakladniho materialu 16Mo3 s navarem Inconelu 625. Vzorky byly
nafezany a pfipraveny pro zkousku tahem na plazmové fezacce. Byly vyhodnocovany
od kazdého typu vzorku tfi pokusy. Méfeni probihalo na tahovém zafizeni ZD40, které bylo
opatreno softwarem TIRAtest, které zapisovalo a vyhodnocovalo jednotlivé parametry tahové
zkousky. Zkusebni vzorky byly opatfeny vrypy pro lokalizaci pfetrZeni jednotlivych materiald.
Z tohoto duvodu byly relevantni vysledky meze kluzu a meze pevnosti a samotna taznost
materialu nebyla vyhodnocovana. Ze ziskanych hodnot byly vytvofeny tahové diagramy
pro zjisténi pribéhi tahové zkousky. Priméma hodnota meze kluzu u oceli 16Mo3 dosahuje
hodnot 405 MPa a hodnota meze pevnosti 525 MPa. U vzorkl s navarovou vrstvou materialu
Inconel 625 dosahla priméma hodnota meze kluzu 497 MPa a hodnota meze pevnosti 654
MPa.
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Informace nabyté z teoretické Casti a jednotlivych analyz jsou vyuzity v dal§im vyzkumu
a vyvoji problematiky navarovani Inconelu 625. Hlavnim zaméfenim vyzkumné ¢asti prace
byla analyza navart vytvorenych za vyuziti parametra navarfovani ve form¢ synergii, jez jsou
doporuceny dodavatelem svarovacich zdroju. Vysledky ziskané z analyzy chemického sloZeni
poslouzily pro ovéfeni spravnosti pouziti jednotlivych svafovacich parametrd. Analyza
makrostruktury poslouzila pro zjisténi, zda pouzité parametry vytvareji navar o dostate¢né
kvalité. Dale bylo mozné zjistit mnozstvi a velikost vad a stanovit oblasti pro hodnoceni
materialové mikrostruktury. Ta byla hodnocena predevsim z toho davodu, jak se dany material
chova pfi dvouvrstvém navafovani. Dulezitou informaci o mikrostruktufe navarované vrstvy
byla zména tvaru jednotlivych dendritickych zm v zavislosti na navafovani a opakovaném
vystaveni materialu tepelnému ucinku. V zakladnim materialu byla sledovana smésna struktura
a pfechod do zakladniho materialu, ktery byl bez tepelného ovlivnéni, kde se nachazela
feriticko-perliticka struktura. Byly sledovany také vady kvuli zjisténi, v jaké formé se nachazeji
a zda maji vliv na sniZeni Zivotnosti navaru. Informace ziskané z analyz chemického sloZeni
a mikrostruktury materialu byly pouzity ve zkouSce mikrotvrdosti. Byly vytvofeny mapy
mikrotvrdosti, kde bylo zjisténo, Ze vzorek s vy$§im obsahem Zeleza ve struktufe, a tedy i za
pouziti rozdilnych parametra, dosahuje vétSiho vnitfniho napéti, které bylo zjisténo vyssi
tvrdosti na hranici mezi jednotlivymi vrstvami Inconelu 625. Jednotlivé hodnoty mikrotvrdosti
se od sebe navzajem pfilis nelisily, §lo pouze o velikost a rozlozeni vnitiniho napéti v materialu.
Jako posledni zkouska byla zvolena tahova zkouska. Zde bylo za ukol zjistit velikost meze
kluzu a meze pevnosti zakladniho materialu a kombinace zakladniho materialu s navarem. Byly
vytvoreny tahové diagramy, ze kterych bylo hned zjevné, Ze vzorky s navarovou vrstvou
dosahovaly vyssich hodnot.

Na zakladn¢ zjisténych udaju z teoretické reserse a analyz 1ze pokrocit ve vyvoji a vyzkumu
v problematice zvySovani korozni odolnosti membranovych stén pomoci navarovani materialu
Inconel 625. Informace budou vyuzity pro hodnoceni kvality jednotlivych navari z hlediska
pouziti svafovacich parametra. Vysledky mohou byt pouzity v dal§im studovani materialové
problematiky Inconelu 625 v zavislosti na tepelnych procesech, jako je napfiklad zména
struktury v provozu, degradace materialu po c¢ase v provozu nebo v dal§im vyzkumu
prodlouZeni Zivotnosti membranovych stén spalovacich kotlii, kde z hlediska budoucnosti
a ckologie je moznost velkého posunu vlivu na Zivotnost materiali vyuzivanych v odvétvi
likvidace odpadu.
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INTRODUCTION

Nowadays there is a great emphasis on waste management. Waste has been managed in several
ways, the main ones being recycling, incineration and storage. In Czech Republic, there is still
a slightly increasing trend in the amount of produced waste. On average, the amount of waste
produced is above 300 kg per inhabitant per year. Incineration is a sensitive issue as it has been
found that municipal waste has a good calorific value. Incineration has been used to dispose of
approximately 20 % of the total volume of municipal waste. [1; 2]

Modern energy boilers are complex devices utilizing membrane wall systems. Water flows
through the walls of the boiler and is converted into more usable steam by heating. As waste
has been burned in the boiler, a very corrosive and erosive atmosphere has been created where
temperatures can reach up to 600 °C at the surface of membrane wall. Example of incineration
plant is shown in the figure 1. The incineration process causes heavy wear of the membrane
wall surface in the order of tenths of millimeters per year. To increase the lifetime of the
membrane wall and thus increase the productivity of the process, heat resistant steels are used.
To further increase the lifetime, methods of applying special materials to the membrane walls
are used, including the welding of nickel superalloys. [1; 2]

Fig. 1 Example of incineration plant [1]
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1 INTRODUCTION TO THE SOLVED PROBLEM

Waste generation occurs, for example, in houscholds, cleaning, agriculture, construction,
but above all in all industries. There are several ways in which waste can be managed. The first
way is to recycle the material, then it is possible to use organic waste for composting. Waste
that cannot be recycled is used in energy industry to generate heat in form of incineration.
The last option, which people have been trying to avoid in recent years, is storage, because
of high environmental and health impact. There are currently more than 400 incineration plants
in the EU, treating more than 50 million tons of waste per year. The average calorific value
of municipal waste ranges from 7 to 11 Mj/kg. Detailed calorific values of each type of waste
material has been shown at table 1. [1; 2]

Table 1 Calorific value of waste components [1]

Type of waste Calorific value [MJ/kg]
Paper 15,7
Plastic 32,7
Polyethylene 434
Polystyrene 38.0
Polyvinyl chloride 22,5
Textile 18,3
Food 3,2
Trash 6,0
Wood 12.4
Glass 0,2

Municipal waste incineration in Europe accounts on average for 20 % of the total municipal
waste treatment. The amount of waste is increasing by 2 to 3 % per year. Up to 70 % of the
energy recovered from waste incineration is used in the form of heat energy and the remaining
30 % in the form of electricity. The efficiency of waste incineration is around 15 %. Sources
show that around 8.3 million tons of oil equivalent are saved annually in the EU by incinerating
waste. Although efficiency is lower than conventional clean fuel incineration processes, thermal
treatment of waste serves to gain energy outside the process itself. Therefore, waste incineration
can be considered to reduce the consumption of primary energy resources. Research
and development in energy industry foresees the invention of waste incinerators with
efficiencies of up to 30 %. The main issue is the composition of municipal waste. This varies
according to where the waste is produced, whether in family areas or industrial zones. Table 2
shows the number of chemical elements and their average content in the waste. [1; 2]

Table 2 Elemental composition of waste. [1]

Quantity Quantity Quantity
Element [Yowt] Element [me/ke] Element [me/ke]
Carbon 18-40 Lead 100-2000 Cobalt 3-10
Hydrogen 1-5 Zinc 400-1400 Cadmium 1-15
Nitrogen 0.2-1.5 Copper 200-700 Mercury 1-15
Oxygen 15-22 Manganese 200-250 Arsen 2-5
Sulphur 0.1-0.5 Nickel 30-50 Selenium 0.2-1
Fluorine 0.01-0.035 | Chromium 40-200 Thalium <0.1
Chlorine 0.1-1 Vanadium 4-11 PBC 0.2-0.4
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1.1 Water walls of incineration plants

The use of water walls in incineration plants began to increase the incineration performance
and calorific value of boilers, while reducing heat loss and maintenance requirements. Another
advantage is that the flowing water reduces the amount of refractory material used, as the water
lowers the temperature of the walls. The water walls of the boilers can be responsible for
the reduction of air leakage into the boiler space, thus improving the overall efficiency of
the boilers. The diameters usually range from 30 to 70 mm. Several smaller diameter tubes have
a larger functional heat transfer area per unit length than a comparable wall of larger diameter
tubes. Another advantage is the possibility of using higher pressures at the same tube wall
thickness together with a larger heat transfer surface. From a manufacturing point of view, tubes
with thin walls are easier to manufacture and bend to the required shapes. Smaller tube
diameters also require less water in the entire system. Disadvantages include a small amount of
reserve water and control of the water level. Tubes are most made of low alloy steels, corrosion,
and heat resistant steels. There are four basic types of incineration boiler water walls. [3; 4]

Tube and tile is the oldest type of boiler wall construction. This design provides poor
maintenance and large heat losses. To maximize the efficiency of this design, spacing between
tubes must be minimized. Tube and tile has been shown in the figure 2. [3; 4]

Studded tube consists of tubes with many pins, which serve for better heat conduction and
especially for clamping the refractory material on the tubes as it has been shown in figure 3.
It has been used in the high temperature parts of the boiler. Still not the best design solution as
the flue gases can still permeate the structure and cause corrosion. [3; 4]

OUTER STEEL CASING
OUTER STEEL CASING w.l.'r — ‘
L L_ _L L_- _lh J—_ /—I j INSULATION BLOCKS I | WRILATION RS

— METAL LATH PLASTIC INSULATION
PLASTIC INSULATION S R SETAL AT

ROME PLASTIC OR NATURAL SLAG

Fig. 2 Tube and tile. [3] Fig. 3 Studded tube. [3]

Tangent tube has design solution that does not use refractory material on the inside of the boiler,
but only as thermal insulation on the outside as shown in figure 4. The disadvantage is the repair
in case of tangential wall failure because the tube must be completely removed. [3; 4]

Membrane walls are one of the best structural solutions because they do not transmit radiant
heat and guarantee gas tightness and high heat transfer. It has been shown in figure 5.
The overall construction of the walls consists only of welded tubes and membranes. It has been
manufactured in blocks of 6 x 1 meter by TIG, MIG/MAG or SAW technology. The insulation
layers are on the outside of the boiler. In practice, two types of membrane water walls are used.
The first type is an assembly welded together from tubes and membranes that are between
the tubes. The second type uses a different design of tubes that have a rolled fitting that
are welded together. The disadvantage lays in the case of repair. To increase durability, such
welding technologies are used where the resulting surface coating is more resistant to wear
mechanisms. These are mainly chromium spraying or nickel-based austenitic materials.
The welding process must have the lowest possible mixing and thermal influence. [3; 4]

LIGHT STEEL CASING

.?’ INSULATION BLOCK
HEAVY STEEL CASING

; ﬁ- PLASTIC INSULATION E ! I i { INSULATION BLOCK

Fig. 4 Tangent tube. [3] Fig. 5 Membrane wall. [3]

OUTER STEEL LAGGING
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1.2 Corrosion of membrane walls

In general, corrosion is regarded as an undesirable wear process. Corrosion is a very complex
process that brings several disciplines together such as chemistry, physics, metallurgy.
A suitable corrosion resistant material must have sufficient corrosion resistance. This is
determined by the corrosion lifetime, which determines the time when the metal is free from
serious failures and defects. Generally, the corrosion wear interval is reported to be between
0,1um and 0,Imm per year. Corrosion always and everywhere takes place. Zero corrosion
resistance is only theoretical under realistic conditions. Corrosion generally deteriorates
the mechanical and physical properties of the material. [5]

The incineration of municipal waste causes a lot of wear and tear on the boiler membrane walls.
The wear occurs due to high temperatures and aggressive chemical environment. The wear
is greater than in conventional boilers, since waste is burned which is very heterogenecous
in composition (plastic, paper, biomass, industrial waste). The atmosphere therefore contains
many chemical elements that are very reactive, such as sulfur, chlorine, phosphorus, and others.
For this reason, the lifetime of membrane walls is greatly reduced. Even though the wear is very
complex, thermal wear is the major contributor to the reduction in service life. Combined with
chemical wear, carbon and low alloy steels degrade very rapidly. Corrosion occurs, leading
to wall thinning, where the rate of thinning is in the range of 0,15-0,30 mm per year. The
resulting service life of the membrane walls is therefore 6 to 9 months. For membrane walls
of incineration boilers, corrosion is classified according to the corrosive environment, location
and range of damage, type of chemical reaction and physical conditions and appearance and
speed of appearance. [5; 6]

High temperature corrosion occurs at temperatures of 600 °C inside of the boilers. Figure 6
shown the high-temperature corrosion. Due to free chlorine content of the incineration process.
The free chlorine forms ferric chloride on the surface of the material. As oxygen
and sulfur are present in incineration process, the chlorine reacts with the oxygen and sulfur
which diffuse out of the flue gas. The oxide forms away from the pipe and prevents the
formation of a gas-tight protective iron oxide layer. Oxygen is consumed on the outer layers
of the wall, such as scale and deposits. This creates a reducing atmosphere on the corrosion
front, which then allows iron chloride to form on the pipe wall. The sulphation of the chlorides
contained in the ash deposit then contributes to a sufficiently chloride partial pressure on the
wall. Possible causes of high temperature corrosion are, for example, reducing conditions due
to imperfect incineration, high chlorine content in the fuel, insufficient cooling of the tubes
or high heat flux. High temperature corrosion range from 25-500 nm-h! . [5; 6]

The corrosion resistance of the material depends on the passivation layer, which suppresses
anodic dissolution. The flue gas contains solid particles from elements that promote anodic
dissolution as they mechanically disrupt the passivation layer. Hydromechanics describes
the flow phenomena. Turbulent flow is known to cause higher corrosion-erosive effects than
laminar flow. The amount of damage increases with increasing flow velocity of the medium.
From Siemens AG research shows that the resistance to erosive corrosion of carbon and low-
alloy steels used to produce membrane walls is increased by the addition of chromium,
molybdenum and even copper. Also, chromium-rich coatings show greater resistance to erosive
corrosion than nickel coatings. In the case of membrane walls, the flue gas is the flow medium,
both in gaseous and solid state. As shown in figure 7 erosive corrosion has a
large- scale character. [5; 6; 7]
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Fig. 6 High temperature corrosion. [7] Fig. 7 Erosive corrosion. [6]

Pitting corrosion is divided into two stages. The first is the growth stage and this is dependent
on the concentration of halides and the more halides there are, the shorter the growth stage.
The second is the propagation stage, which is easier with higher concentration of halides
and oxides, elevated temperature, and low pH. In membrane walls, pitting corrosion is caused
by defects in the materials from which the membrane walls, pitting corrosion is caused
by defects in the materials which the membrane walls are made. Defects include material
inhomogeneity in the form of precipitates and chemical compounds and inclusions. Resistance
to pitting corrosion is increased by alloying with molybdenum, or by reducing the oxidation
capacity of the environment and increasing the amount of nitrate. Nickel superalloys are among
the materials resistant to pitting corrosion. From the point of view of the production technology,
the most important cause of pitting corrosion is a roughly machined surface or the presence
of scale. In general, pitting resistance is determined by calculating the PRE (pitting resistance
equivalent) value. The standard value is PRE 40. The calculation of PRE is described
in equation 1.1. When steel reaches this value, it is completely resistant to corrosion. Pitting has
been shown in the figure 8 and 9. [5; 8]

Equation 1 PRE number [8]:

PRE = Cr + 3,3(Mo + 0,5W) + 16N (1.1)

where: Cr— chromium [wt%]
Mo — molybdenium [wt%]
W — tungsten [wt%]
N — nitrogenium [wt%]

17



UST FSI VUT V BRNE

2 PRODUCTION OF MEMBRANE WALLS AND WELD OVERLAYS

Three methods are used to increase the corrosion resistance and thus extend the life of boiler
membrane walls. The first and simplest way to extend the life of an incineration boiler is
to completely replace the tubes and replace them with new ones. This option is not widely used,
as replacement is very economically expensive and requires suspension of the incineration
process for up to several months. The second option to extend the lifetime of the incinerator
is to reduce the operating parameters such as the operating temperature of the incineration or the
operating temperature of the steam. However, this results in a lower efficiency of the whole
incineration process. Secondary circuits, such as the cleaning circuit, are also affected,
as the elements that must be filtered out are not combusted perfectly. The third and most
optimal way to extend the life of the boiler incineration walls is to create a passivation coating
of'nickel - based superalloys. Several methods can be used to create the layer. The first method
is by manual welding with a coated electrode, more sophisticated methods are by MIG/MAG
or CMT modification. The last way is to use thermal spraying. The MIG method is the most
widely used of these methods, as it uses an inert gas environment and is also an easily automated
method that achieves high productivity. [4; 9; 10]

As mentioned, high temperature, chemical heterogeneity of the waste and the associated high
chlorine, sulfur, phosphorus, and salt content are the most important factors in the corrosion
process. This significantly reduces the corrosion resistance of the membrane walls. Resistance
is increased by the choice of appropriate materials. The most used materials are high chromium,
molybdenum, or nickel-based superalloys. The nickel superalloys are the most widely used and
complex type of alloy used in highly corrosive environments. Nickel superalloys are classified
according to their use in industry. They are divided into structural alloys, with special physical
properties, and refractory alloys. According to the method of production they are divided into
cast steels, shaped steels and steels produced by powder metallurgy. Nickel superalloys achieve
high values of strength, corrosion resistance, corrosion resistance at high temperatures. The
most used nickel superalloys include Inconel, Nimonic, Hastelloy. [9; 10]

2.1 Production of membrane walls

Membrane walls are one of the best types of boiler water wall, but they are also difficult
to manufacture. Membrane walls are consisting of tubes in which water flows and strips of sheet
metal that connect the single tubes. The walls can be fitted with additional components,
for example, for fuel or air supply to improve the incineration process. The production
of membrane walls is most often carried out on automatic lines. Production on an automatic
line must be variable because of the possibility of changing the dimensions of the uniform parts
of the membrane wall. The width of the membrane wall is determined by the number
of elements welded. The length is determined by the tube blank, which is most often supplied
in 6 m lengths. If there are requirements for longer walls, the tubes are lengthened. In the first
step, the surface and geometric preparation of the pipe is carried out on an automatic line.
It is blasted and degreased to remove oxides, grease, and impurities. Next, a bevel is made on
the wall for welding. Next, the strip elements are prepared, which are located between each
pipe. This consists of cutting the required lengths and then blasting, degreasing, and then
creating the bevels for welding. [9; 10; 11]

Welding is carried out on automatic lines, most often using the SAW method. This method
is very easy to automate, fast and does not glare. Welding is most often done in the PA or PB
positions. The movement of the membrane walls is by means of pulleys and conveyors. After
welding one side, the other side is turned and welded. The welding machine has been shown
in figure 10. If required, heat treatment is carried out after welding. The completely welded
membrane walls are then checked by X-ray and visual inspection. [9; 10]
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The membrane wall can be further bent and shaped in various ways. In case the walls are coated,
the shape of the walls must be free of bends, if possible, for better automation of the process.
TIG, MIG/MAG manual welding is only used for repairs or for finishing, as defects are more
likely to occur with hand welding. [11]

& ——

Fig. 10 SAW welding of membrane walls. [11]

2.2 Production of protective layer

Technologies for the formation of a protective layer on the membrane walls of incineration
boilers are divided into two main groups. The first group includes non-conventional
technologies that use electric arc coating and high-speed spraying. The most used technologies
include electric arc spraying and arc welding, the arc spraying technology is shown in figure 11.
These technologies are characterized by their speed and angle of incidence. The parameters
cause the formation of oxide inclusions and affect adhesion and porosity. The critical value
for corrosion is a pore content of 10 %. Hot spray adheres to the material surface by Van der
Waals forces as well as by chemical bonds of covalent and metallic type and by metallurgical
processes. The second convection group for the formation of a protective layer on the walls
of boiler membranes is the use of welding processes. [11; 12; 13]

secondary air supply

confroled wire feed /
primary air supply —»
controled wire feed —,

stream of molten partickles

Fig. 11 Electric arc spraying [12]

The layer is formed using molten additive material. During welding, it is necessary to reduce
the amount of dilution of the additive and base material. The amount of iron in the weld metal
should be as low as possible, as iron reduces corrosion resistance of the material. The amount
of iron can be reduced by the choice of suitable additive material, the welding position
and by water circulation in the pipe walls. The advantages of welding are simple automation,
formation of an any thick weld and good bonding to the base material by means of a metallic
bond. The most used welding methods are laser, plasma, or electric arc welding. Electric arc
welding is divided into MIG and MAG according to the type of active gas. A special form
of MIG/MAG technology is the CMT (cold metal transfer) method. [14; 15; 16]
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MIG/MAG - CMT is the most suitable method for welding materials onto membrane walls.
This method is characterized by low heat input to the material. Three criteria are important
for the formation of the coating. The first is a suitable welding device that meets the dynamic
and kinematic requirements of the welding process. The equipment must be equipped with
an electronic system for plotting the trajectory and identifying the necessary points. The second
criterion is the choice of the correct method of laying the welds. Variability for different
membrane walls must be observed. The most common and the most appropriate way is
the choice of weld stacking, as shown in figure 12. The third criterion is the choice of the correct
welding trajectory. The trajectory affects the rolling algorithm. This algorithm includes
the dimensions of the tubes, the material to be welded and the weld itself. [15; 16]

Fig. 12 Production process of protective layer.

2.2.1 MIG and MAG technology

MIG and MAG technologies belong to the fusion welding group. In these technologies, local
heating is generated by means of an electric current. An electrode in the form of a wire is used
as an additional material which is melted. The diameter of the electrode ranges from 0,6 to 1,6
mm, thus achieving a high current density. The electrode is moved by means of pulleys which
are synchronized to prevent the electrode from slipping. The electric arc is connected by means
of a contact line in the welding head. The contact line is made of copper and for technologies
that use solid wire it is connected to the positive pole. For technologies that use tubular wire,
the contact line is connected to the negative pole. The other pole is connected to the material
to be welded. The shielding material is conveyed to the welding site by hoses and directed by
the nozzle of the welding gun. In the MIG and MAG methods, slag is not formed on the weld
metal during welding, so it is necessary to protect the welded material until it cools down to a
low temperature. These methods allow welding material from 0,8 mm thick. The transfer of
molten metal to the welding site varies according to the current delivered to the welding site.
If the current value is low, the transfer is short circuited. As the current value increases, the
transfer changes to shower transfer and at the highest current values the transfer is rotary.
The whole MIG/MAG technology has been described in the figure 13. [15; 16]
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Fig. 13 MIG/MAG welding scheme [16]
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MIG technology uses fusion arc welding with a melting electrode, which takes place in an inert
gas environment. Argon, helium, or a mixture of these gases is used as the inert gas. This
technology is suitable for welding non - ferrous metals and their alloys such as aluminum,
copper, titanium. The use of helium causes an increase in the temperature of the electric arc.
Pulse mode is the most frequently chosen technology for welding protective layers on the
membrane walls of incineration plants. The shielding gas is a four-component mixture of argon
and helium. To achieve a suitable layer, it is necessary to select the correct overlapping pattern
and welding position. [15; 16; 17]

MAG technology belongs to the same group of welding technologies as MIG technology.
Compared to MIG technology, MAG technology is characterized using an active environment.
Most often carbon dioxide or a mixture of argon and oxygen is used. The use of carbon dioxide
alone is more economically advantageous, due to the lower price. The disadvantage is the
formation of oxide and carbides in the weld. Spatter occurs due to the high voltage of the electric
arc. MAG technology is used for welding ferrous materials, more precisely non - alloy,
and low - alloy steels. For welding high - alloy steels, a mixture of argon and carbon
dioxide is used. [15; 16; 17]

2.2.2 CMT modification

The CMT welding method was developed by Fronius in 2005. The method is particularly
exceptional because of the movement of the welding electrode, which performs an alternating
back and forth motion. This specific movement was first used in 1997 for the spray less arc
ignition. The principle of the welding cycle is divided into four parts, as shown in figure 14. In
the first part, an arc is created by increasing the current and the welding wire is moved towards
the material. As soon as contact is made, the current is reduced by electronic control. If the
current is not reduced, the resistance would drop as in conventional methods, and this causes
the end of the electrode to melt and unwanted spatter. After the welding material is joined with
the filler material, the wire is pulled back into the welding head as shown in the third section
where the drop of material is separated. In the last part, the current is increased again, where
due to the small distance hopefully an arc is formed and the whole process is repeated.
The whole process is repeated at a high frequency of up to 130 Hz. The whole cycle does not
depend on a predefined current dependence. The process has a set one period that repeats after
cach short circuit signal is sent. This guarantees high weld quality as the length of the welding
wire is well regulated, this is particularly important for manual welding. [16; 18; 19]

Filler Filler
wire touches the
weld pool

Fig. 14 Phases of CMT welding [18]

The advantage over other arc welding methods is the smaller heat affected area. The amount of
heat input to the weld depends on the wire feed rate while keeping the other parameters constant.
Furthermore, there is much less mixing of the base and additive material, where for CMT the
mixing values are in the units of percent. This improves the quality of the filler layer because,
as mentioned in previous chapters, the corrosion resistance of the material decreases as the
mixing value increases. It has been found that a contact angle of at least 115° is necessary for
uniform bonding of homogeneous welds. If the angle is in the range of 90° to 100°, no uniform
layer is formed. CMT method has been divided by different welding processes: [16; 18; 19]

21



UST FSI VUT V BRNE

= CMT pulse - the welding process is modified by the addition of a phase where a lossless
pulse transfer takes place. This phase follows the droplet separation. More heat is introduced
into the weld joint. Any number of pulses can be added in this phase, depending on the
amount of heat energy required. The more pulses are added, the larger the pores in the weld
become. By making the pores larger, it is easier to reach the surface and cracks do not form.
The length of the free end of the wire is the same as in the conventional CMT. [20]

»  CMT advanced - this modification works with polarization of welding cycles. The polarity
change occurs during the short-circuit phase while the arc remains stable. During the
negatively polarized phase, the process achieves high melting performance and better joint
bridging. The bridging value is up to several millimeters. During the positively polarized
phase, a targeted heat gain and precise droplet transition is achieved. During the transition
between polarities, zero current is crossed and the arc is extinguished. The ratio between
the phases can be defined according to requirements. This modification guarantees high arc
stability and very low heat input to the weld. The quality of the joints is very high. [21]

= CMT advanced pulse - the CMT Advanced Pulse process consists of a combination of CMT
cycles with negative polarity electrodes and a pulse phase with positive polarity. During the
negatively polarized phase of CMT, higher melt power is achieved with low heat input.
During the polarity change to positive pulse cycle, a short circuit occurs. With the pulse
phase, the user achieves a short-circuit-free droplet transition in addition to higher heat. The
ratio between positive and negative cycle process is also freely selectable here. In this way,
joining of high-strength steels can be carried out with sufficient melting power and low
heat input. [22]

2.3 Heat resistant steels

Heat resistant steels are classified as structural steels and represent a very broad group
of materials. These steels are suitable for long-term mechanical stresses at temperatures above
about 500 °C. In addition to the high pressures, they must also resist material creep, but
also have various requirements such as corrosion resistance or wear resistance in various
aggressive environments. Refractory steels are mainly used in the power, chemical or nuclear
industries, where they are used for the manufacture of rotors, boiler parts or, for example,
nuclear reactor cladding. [23; 24]

A property of called creep occurs in heat-resistant steels. This phenomenon is defined as plastic
deformation occurring under conditions of long-term stress at elevated temperature. Under such
conditions the deformation becomes a function of temperature, time, and stress. Creep
processes are significantly manifested above the homologous temperature of metals and their
alloys (Tg), which is about 0,4 Tt, where Tt is the melting temperature of the metal or alloy.
Creep is represented by a creep curve, which is a function of strain on time. The full creep curve
consists of three main parts. The first part is characterized by a rapid rate of deformation, which
soon stabilizes. In the second part, the rate of creep is constant and hence there is a linear
increase in material deformation, and an equilibrium between strain hardening and material
softening occurs. This part of the curve is the most important and most research focuses because
it is the longest phase in time and is indicative of the lifetime of the material. The last part of the
curve is characterized by an exponential increase in the strain rate and ends with the fracture
of the material. In figure 15 all phases are then marked and illustrated. [23; 24]
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Fig. 15 Stages of creep [24]

Plastic deformation by creep has 2 basic mechanisms. Diffusion motion of atoms or dislocation
motion. Diffusion creep occurs at low stresses but requires relatively high temperature.
When loaded, one side of the grain stretches to form vacancies, and the other side of the grain
compresses to form interstitial atoms. Diffusion then equalizes the concentrations of these point
defects, and grains elongate in the direction of the tensile stress. The condition for dislocation
creep to occur is that the stress in the material must overcome some resistance in the crystal
lattice. It can be concluded that the stronger the lattice of the solid solution steel, the greater
the resistance to creep will be and dislocation motion will be avoided. Among the most
important strengthening principles is precipitation strengthening, which is caused by
the presence of fine precipitates in the structure, mainly carbides of alloying elements. These
precipitates then form barriers against the movement of dislocations. Another possible
hardening is solid solution hardening, which is mainly caused by Mo and W. The substitution
of these elements in the underlying metal lattice causes deformation of the lattice, thereby
forming a barrier to the movement of dislocations. Even the type of lattice itself influences the
movement against dislocations. [25; 26]

2.3.1 Heat resistance

The heat resistance of a steel is its ability to withstand, at high temperatures, long-term stresses
without unacceptable plastic deformation or fracture. Other requirements may be resistance
to oxidation, corrosion, hot fatigue fracture or, for example, good mechanical properties
at lower temperatures. All materials must have this property, which are used for work at
temperatures higher than the homologous temperature characteristic for the intersection of two
strength properties at elevated temperatures. This is the minimum yield strength Re and creep
strength Rmt/T10, See figure 16, temperature is defined as Te = 0.4 Tt. Alternatively, it can be
defined the refractoriness as the stress at temperatures above 500 °C. [23; 25; 26]

Tension [MPa]

Temperature [°C]
Fig. 16 Point of Homologenous temperature [25]
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Two basic values determine optimal material for construction. The yield strength at higher
temperatures and the creep strength. In terms of reliability, the strength calculations in strength
calculations, the lower value is preferred. Figure 16 shows the intersection of the Re and Rmt
values for carbon steel used for the manufacture of steam boiler evaporators. At operating
temperatures below about 420 °C, the preferred calculation Re value, while for higher
temperatures the Rmt value will be preferred. [23; 25]

Many factors must be considered when selecting the optimal alloying elements. Each element
has different properties, and it is always necessary to consider not only the property under
consideration, but also other properties and to create a certain compromise in order not to
deteriorate other material properties. Some of the main ones include carbon, which
has a positive effect on refractoriness but a negative effect on other technological properties
such as formability and weldability. Nitrogen improves refractoriness up to 0,08 %, but higher
amounts may be undesirable. Molybdenum and tungsten strengthen the solid solution and thus
prevent dislocation creep. Chromium and its carbides also have a significant positive effect
on refractoriness, but and other properties, such as corrosion resistance. For example, aluminum
should be in refractory steels as little as possible. [23; 25]

Heat resistance can be assessed by various tests that predict the working time of certain
components in service. The most common tests include the static tensile test at elevated
temperature, the relaxation test, creep and creep strength test and thermal fatigue test. Static
tensile test. The elevated temperature test is tested on a conventional tearing machine where
the specimen can be heated. These values obtained are different from the creep test because
this test is carried out under high stresses and up to a minimum of 50 times the actual strain.
Relaxation takes place at room or elevated temperature and consists of a reduction in stress over
time. The rate of relaxation R is then the difference in stress corresponding to the initial loading
force and the force after a period t. Next test is the creep test, which is divided
into low - temperature creep tests, high temperature and diffusion. Latest frequent test on hot-
rolled steels is the thermal fatigue test, which consists of multiple cyclic or periodic
temperature changes. [23; 25]

2.3.2  Types of heat resistant steels

Carbon steels are characterized by a fine-grained structure with a low carbon content. Maximum
The temperature of use is limited by the value of the creep limit. Carbon steels are mainly used
for the manufacture of tubes, plates, or castings for various power equipment such
as evaporators or water heaters. These steels are rolled from quenched, semi-quenched and
unquenched steels, However, when cold-forming unsettled steels, the plastic properties
decrease due to deformation ageing, and the most common choice is to tempering. [23] [27]

Low-alloy steels are one of the most widespread and widely used group of hot-rolled steels.
These steels are divided into yield strength steels and creep strength steels. They must have
high creep plasticity but also resist oxidation or have good weldability using basic welding
methods. Their carbon content shall be such that no carbon is formed cementite but only fine
carbides. These carbides are usually composed of Mo, Cr or V, which are the most common
alloying elements in these steels. The steels are of course alloyed with other elements which
can alter the technological or mechanical properties in various ways, see figure 17. The use
of these steels is limited by operating temperatures up to 580 °C. [23; 26; 27]
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Fig. 17 Influence of elements on creep [27]

Chromium steels most often have a ferritic or martensitic structure and must not only have good
heat resistance, but, due to their use at higher temperatures, must be refractory. Chromium steels
have a Cr content of 9 to 12 %. The steel is suitable for use up to 620 °C and is most used
to make preheated tubes for steam boilers or, for example for the manufacture of steam and gas
turbine rotors and blades. Chromium steels are also alloyed with elements such as Mo, V, Nb,
W, Nior Co. [23; 26; 27; 28]

Austenitic steels are classified as steels with very high heat resistance and have a high yield
strength up to 650 °C. This is mainly due to the FCC lattice, which has a denser arrangement
and movement dislocation is thus considerably reduced. These steels are easy to form lattice
defects, which also prevent the movement of dislocations. Another advantage is that austenite
has a temperature recrystallisation temperature in the range 800-900 °C, unlike ferrite. To form
an austenitic structure, it is necessary to add austenite-forming elements such as Ni or Mn to the
steel. Austenitic refractory steels are therefore divided into chromium nickel austenitic steels
and manganese chromium austenitic steels. In chromium nickel steels, elements such as W
or Mo are added to increase the refractoriness, sometimes can also be Nb, Ti, V and N. The Cr
content here is in the range of 12-20 %, which will also guarantee a good corrosion resistance
of the material. It is advisable to heat treat the steels with a stabilizing or dissolving annealing
to reduce the content of the undesirable Laves phase. Manganese-chromium steels, use cheaper
Mn instead of Ni. [26; 27; 28]

Austenitic hard enable steels are used in even more demanding conditions than chrome nickel
steels. Temperature applications are up to 750 °C and they also have a very good creep strength
and generally good plastic properties. The material acquires these excellent properties when
dissolution annealing at 1150 °C for 1 h followed by cooling in air. The heating is then repeated,
but at 750 °C for 20 h. This heat treatment produces a saturated solid gamma solution with
a small amount of undissolved TiC carbides in the structure. The main additives here are Ti,
Al, B and Mo, which increase the required creep strength. [23; 25]

The most used carbon low-alloy steels are most often alloyed with Cr and Mo. The choice
of membrane wall material depends mainly on the operating temperature and pressure.
Chemical composition and mechanical properties see Table 3.

EN P235GH — W. Nr. 1.0345 — is heat-resistant steel. The letters in the designation have
the following meaning. P — weldable, G — soft annealed, H - hardened. Suitable for continuous
heat loads up to 450 °C. [29]

EN P265GH — W. Nr. 1.0425 — belongs to the same group as the previous material. Operating

temperatures up to 450. Compared to the previous material it has lower tensile strength. It has
good weldability. [30]
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EN X10CrWMoVNbL9-2 — W. Nr. 1.4901 - — is a low-alloy stainless steel suitable for
temperatures up to 650 °C. Standard annealed and tempered. Corrosion-resistant, with
guaranteed yield strength, and good weldability. [31]

EN 16Mo3 -W. Nr. 1.5415 - is a low alloy steel with increased heat resistance, resistance to
high temperature corrosion and creep. Operating temperatures of this steel range up to 500 °C.
It is very easy to weld. The mechanical properties can be increased by approximately 15-20 %
by standardization annealing. [32]

EN 13CrMo4-5 — W. Nr. 1.7335 is a low-alloy stainless steel suitable for temperatures up
to 530 °C. Corrosion-resistant, with guaranteed creep limit, good weldability. [33]

EN 7CrMoVTiB10-10 -W. Nr. 1.7378 — is a low-alloy stainless steel suitable for working
temperatures up to 600 °C. Standard annealed and tempered. Corrosion-resistant, with
guaranteed yield strength, good weldability. [34]

Table 3 Chemical composition and mechanical properties of steels. [31; 32; 33; 34]

1.0345 | 1.0425 | 14901 | 15415 | 1.7335 | 1.7378
wt % C < 0,16 0,2 0,13 0,2 0,18 0,1
wt % Si < 0,35 0,4 0,5 0,35 0,35 0,45
wt % Mn < 06-12 | 08-1.4 | 03-06 0,9 04-1 | 03-0.7
Wt % Prax 0,025 0,025 0,02 0,025 0,025 0,02
Wt % Smax 0,015 0,01 0,01 0,020 0,01 0,01
wt % Cr < 0,3 0,3 8.5-9.5 0,3 1,15 2226
wt % Cu < 0,3 0,3 0,3-0.6 0,3 0.3 -

wt % Ni < 0,3 0,3 0.4 0,3 0,01 -

wt % Mo < 0,08 0,08 0, -0.6 0,35 0.6 0,9-1.1
Re [MPa] 235 264 355 280 290 350
Rm [MPa] 360-500 | 410-530 | 620-850 | 450-600 | 450-600 | 565-840

As [%] 23 22 19 2 21 17

Ryo2 [MPa] 108 133 440 150 175 450

2.4 Nickel and nickel alloys

Nickel is one of the most abundant elements on Earth. It is a silver-gray metal that is stable
in air, resistant to alkalis, and has very good ductility. In nature it is found most often
in compounds with oxides or sulfides. The production of pure nickel is very expensive, as it
is difficult to isolate from other elements. The most common methods of producing pure nickel
are electrolysis or carbon reduction. Nickel has a negative effect on the human body. It can
cause allergies, redness and swelling. The atomic number of nickel is 28. The atomic weight
is 58,71. The crystal structure is FCC is shown in the figure 18. Compared to other metals,
nickel has a high density of 8907 kg/m®. In comparison, titanium has 4508 kg/m* and aluminum
has 2698 kg/m?. This makes nickel an ideal material for use in the aerospace industry. Nickel
has stable mechanical properties at both high and low temperatures. The recrystallisation
temperature is around 600 °C. Nickel has a low ultimate strength of 220 MPa. It exhibits rapid
and large hardening during forming. The chemical, physical and mechanical properties are
significantly improved in compounds with other elements. Primarily nickel is used in the form
of alloys in the chemical, acrospace, energy, and space industries. In addition, nickel is used
to coat metals to increase their corrosion resistance. Secondarily, nickel is used to increase
ductility, notch toughness or to convert the structure of steels to austenitic. Table 4 below
describes the basic properties of nickel. [35; 36; 37]
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Fig. 18 Nickel atomic structure — FCC [36]

Table 4 Physical properties of nickel [30]

Properties Mark Value Unit
Atomic weight Ar 58,69 -
Melting point Tr 1453 °C
Density Yz 8908 Kg - m?
Heat conductivity ) 91 W m! K
Thermal expansion coefficient 020°0) 13.3 10 - K!
Electrical resistance Rooeg 6,844 pQ - cm
Vickers hardness HV 638 -
Brinell hardness HBW 700 -
Shear modulus G 76 GPa
Tensile modulus E 2162 GPa
Structure - FCC -
Grid constant a 0,35168 mm

Nickel is used as an element itself in surface treatments or to modify the properties of steels.
Otherwise, nickel is mainly used in the form of alloys with other elements. It can also give good
and greater solubility of alloying elements than that of iron. The high solubility of alloying
elements results in better material values and thus increases the availability of nickel alloys.
There are elements which must be reduced to the minimum permissible by metallurgy as they
significantly degrade the material properties. [35; 36; 37]

Elements that degrade the properties of nickel alloys include carbon. This forms graphite at the
grain boundaries of nickel alloys when the permissible concentration is exceeded and
thus reduces the mechanical properties at higher temperatures. The carbon content is reduced
by metallurgy to below 0,02 wt.%. Sulfur is another element that significantly degrades
material properties. At temperatures around 645 °C, a concentration of 0,002 wt.% results
in a significant reduction in mechanical properties. Overall, the sulfur concentration in the
structure is kept below 0,005 wt.%. At room temperatures, sulfur causes a reduction in ductility.
Nickel alloys are most often processed in a protective atmosphere to eliminate the presence
of oxygen, which forms oxides, especially binding manganese, which then does not form
sulfides with sulfur and would cause a deterioration in mechanical properties. [35; 36; 37]

Manganese is added to nickel alloy to increase oxidation resistance and reduces the negative
effects of sulfur at higher temperatures, as manganese forms manganese sulfide with sulfur.
Another element that has positive effects on nickel alloy is zircon, which is deposited at grain
boundaries in a columnar or lamellar form. Zircon is added to nickel alloys to increase
mechanical properties over a wide range of temperatures. Silicon is used in metallurgy to bind
residual oxygen that is present in the melt. In addition, silicon is used to increase resistance to
high temperature corrosion. The usual concentration of silicon is below 0,3 wt%. As nickel
becomes expensive through refining, iron is added to nickel alloys. The iron has the effect
of reducing the price of the alloys. It also reduces the solubility of carbon like cobalt. [35; 36]
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The addition of 2-3 wt% copper results in a significant increase in corrosion resistance in acids
such as hydrochloric, sulfuric, or phosphoric acid. The most important alloying element in
nickel alloys is chromium. It causes high corrosion and acid resistance. In alloys, chromium
reaches a concentration of up to 50 wt. %. Chromium forms a passivation layer on the surface
of the alloy. Furthermore, tungsten is added to the alloys as it increases the strength at high
temperatures. It also increases corrosion resistance. The disadvantage is the high cost of
tungsten due to its low concentration and complex production. Often tungsten is replaced by
molybdenum, which has the same effect. Cobalt is an element that is added to the melt in the
metallurgical process because of its high affinity for sulfur, with which it forms compounds
that are more resistant than sulfur and nickel compounds. Furthermore, cobalt is used because
it increases the solubility of carbon in the melt and thus prevents carburizing at higher
temperatures. Magnesium or beryllium is used to further reduce the sulfur content. Table 5
below shows the breakdown of the different alloys into groups according to
chemical composition. [35; 36; 37]

Table 5 Nickel and nickel alloy types [35]

Group Nickel alloy types

41 Pure nickel

42 Nickel-copper (Ni-Cu) with Ni > 45 %, Cu>10%

43 Nickel-chrome (Ni-Cr-Fe-Mo) with Ni > 40 %

44 Nickel-molybdenum (Ni-Mo) with Ni > 45 %, Mo <32 %

45 Nickel-iron. chrome (Ni-Fe-Cr) with Ni > 31 %

46; Nickel-chrome-cobalt (Ni-Cr-Co) with Ni > 45 %, Co > 10 %

47 Nickel-iron-chrome-copper (Ni-Fe-Cr-Cu) s Ni 245 %

48 Nickel-iron-cobalt-chrome-molybdenum-copper
(Ni-Fe-Co-Cr-Mo-Cu) with 31 % <Ni <45 % and Fe > 20 %

2.4.1 Nickel superalloys

If nickel superalloys are considered in terms of the number of alloying elements, which contain
more than ten, they are among the most complex materials to produce. Superalloys contain
large amounts of chromium, cobalt, aluminum, and titanium. In addition, small amounts of
zircon and carbon are added. The major alloying elements such as chromium and aluminum
significantly affect the phase diagram and solidification of the superalloy, as shown in figure 19
and 20. Chromium and aluminum form a stable oxide layer. In general, nickel superalloys have
high resistance to oxidation, corrosion, and strength loss at high temperatures. They are very
resistant to creep and have good fatigue properties. [35; 38; 39]
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Fig. 19 Ni-CR binary phase diagram [38] Fig. 20 Ni-Al binary phase diagram [38]
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The basic matrix of nickel alloys is austenite or gamma phase denoted y. This phase has an FCC
lattice, and the matrix can be strengthened by substitution. Substitutional foaming describes
the replacement of the atoms of the base lattice with atoms of another element.
The strengthening is ensured by enough alloying elements up to a temperature of 810 °C.
This phase contains many alloying elements such as chromium, cobalt, molybdenum. Another
type of nickel superalloy matrix may be the gamma prime phase, referred to as y’. The main
alloying elements include aluminum and titanium. The last type is the gamma secondary phase,
where a high content of alloying elements such as niobium and tantalum are found. Both phases
have the same function, but the gamma secondary phase is preferred. Both phases have low
interfacial energy. This ensures stability at high temperatures. The precipitates are dissolved
at 1000 °C. Figure 21 shows the different phases. [38; 39]

Nickel superalloys are most often produced in a certain ratio of the different gamma phases.
In this way the necessary physical properties are achieved. The gamma prime phase alone has
the highest yield strength values, this value decreases with increasing gamma double prime
phase content. At lower temperatures a combination with 10-20 % is suitable. If the content
with 20 % is exceeded, the yield strength at low temperatures decreases. At a concentration
of 40 %, the curve is without a drop in strength for increasing temperatures and then rises.
This is due to the strengthening effect which increases with increasing temperature. The
solubility of 80-100 % gamma prime waist is highest at temperatures around 900 °C.
All concentrations are summarized in figure 22. [38; 39]
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Fig. 21 Gamma phases [35] Fig. 22 Dependence 0,2 flow stress on
temperature [35]

Precipitation hardening is mainly influenced by the size and shape of the hardening phases.
These are mainly influenced by chromium and heat treatment parameters. With increasing time
at high temperatures, grain coarsening occurs. Other phases appear in the structure, those
mentioned above. These are the n or & phases, which are formed at high titanium, tantalum,
or niobium content. These have a negative effect on the hardening. Another phase that appears
with high iron, chromium and molybdenum content is ¢. Laves phases can form which result
in a reduction in ductility of nickel alloys. Since nickel superalloys are alloyed with many
alloying elements, as mentioned in previous chapters, carbides are formed. The most common
carbides formed are MC, M»3Cs, or MsC. Some of the carbides formed are stable and some are
unstable. Carbides have a beneficial effect on blocking grain movement at high temperatures,
depending on the position of the exclusion. If the carbides are excluded at the grain boundaries,
this is a positive effect, but plasticity is reduced. The last transformation converts the carbides
to the stable MeC type. The addition of alloying elements is the last way to achieve
strengthening in nickel alloys. Alloying elements such as boron and zirconium are added. The
atoms of the elements occur at grain boundaries and replace vacancies. [36; 38; 40]
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Boron and zirconium increase creep resistance and fracture toughness. They also change the
type of fracture, which was intergranular before the addition of alloys and is transcrystalline
after the addition. Nickel superalloys are hardened able. Heat treatment is therefore used. This
consists of two parts. The first part is the dissolution annealing, which takes place at high
temperatures around 1150-1315 °C. This is followed by rapid cooling, which results in the
elimination of the supersaturated solid solution. The decomposition of the supersaturated solid
solution is the second part of the heat treatment. Since this is a desirable process, the process is
called artificial aging. It takes place at elevated temperatures in the range of 420 to 870 °C.
The solid solution breaks down into the gamma prime phase. The whole curing process is
carried out up to 7 times. Since there is a lot of internal stress after curing, another type of heat
treatment is recrystallization annealing, which is done to restore plasticity after cold forming,
where the original undeformed structure is restored. Recrystallisation annealing is carried out
at temperatures between 700 and 1200 °C. Altematively, stress reduction annealing is carried
out directly for precipitation hardening in the temperature range 420 - 870 °C. [38; 40]

2.4.2  Weldability of nickel superalloys

When welding nickel alloys, strict requirements for material purity must be observed. Since
nickel is very susceptible to forming compounds with other elements, it must be stored in areas
away from other materials. Another requirement is the cleanliness of the welding surfaces.
Mechanical cleaning is carried out in protective elements. The surface of the nickel alloy
is cleaned with suitable agents such as acetone. Carbon, sulfur, phosphorus, oxygen, and
nitrogen have a negative effect on the welding process. They are unsuitable because
of the formation of low-melting eutectics. They also cause porosity in the weld joint.
Elimination ofthese elements is possible by bonding to other elements that have a higher
affinity at high temperatures or by completely reducing their content in the material. The carbon
content is kept below 0,2 %, the sulfur and phosphorus content below 0,015 % and the oxygen
and nitrogen content below 0,005 %. [17; 41; 42; 43]

A dissolution anneal is performed before welding to prevent hot cracks in coarse-grained
structures. Adjusting welding parameters minimizes heat input. Interpass temperature for nickel
alloys should not exceed 150°C. High aluminum and titanium content (< 5%) promotes crack
formation, necessitating high-power methods like laser and electron beam. Argon and helium,
or their combination (> 99,996 % purity), are commonly used as shielding gases in electric arc
welding. Nickel alloys with higher iron and chromium content should be shielded with an inert
gas. Titanium, aluminum, and niobium increase the susceptibility of the melt bath. [41] [42]

This reduces the corrosion resistance of the weld joint. The biggest problem in nickel alloy
welding is the formation of hot cracks that occur on cooling or on repeated heating. There
are three types of hot cracks. The first type is crystallization cracks, which are formed in
the weld joint. The second type is casting cracks, which occur at the interface between the base
material and the weld pool. The last type is polygonization cracks, which occur in the heat
affected zone. Cracks are most often formed in the direction of welding. Cracks are caused
by low-melting eutectics, which are caused by sulfur, phosphorus, silicon. In the figure 23 and
24 shows a hot crack. [41; 42; 44]

17 em |

“ Fig. 23 Solidification crack [41] Fig. 24 Cut of solidification crack [41]
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3 DESIGN AND EXECUTION OF THE EXPERIMENT

The practical part of the thesis describes the individual tests of the materials. The procedure of
preparation of individual samples for the experiments, the process of experiment and finally the
evaluation of individual tests are described. The first step is the evaluation of the chemical
composition tests to determine the suitability of the samples that have been supplied. The
samples are monitored for major element content. Next, the samples were examined under a
digital microscope to observe the macrostructure, defects and then the specific areas were
selected for scanning electron microscope observation of the microstructure. As the last part of
practical part, microhardness, strength, and yield strength of the surfacing material are
examined. Different types of samples are compared. Samples are of two types as a sample with
different content of iron in welded overlay. The samples were welded with different parameters,
which are reflected in the individual properties of the material being welded. The individual
tests are chosen in a certain continuity, where the results of the previous measurements are used
to evaluate the following measurements.

3.1 Base material — 16Mo3

Molybdenum heat-resistant structural steel 16Mo3, also known as W.Nr.1.5415 or CSN 15 020,
is a type of steel that is highly resistant to high temperatures, creep, and high-temperature
corrosion. The steel 16Mo3 has ferritic-perlitic structure. This material can be easily machined
and is ductile both at hot and cold temperatures. One of the main advantages of this material is
its excellent weldability using standard welding techniques such as TIG, MIG/MAG. With a
higher concentration of chromium and molybdenum, this steel possesses properties that are
highly suitable for use in industries such as heating, power, oil, gas, or chemicals. The chemical
composition of 16Mo3 steel is shown in table 6 below. Mechanical properties and chemical
composition are described in attachment 1. [32] [45]

Table 6 Chemical content of steel 16Mo3 [46]

[Yowt] C Si Mn P S Cr Mo Ni N Cu
16Mo3 | 0,12- | 0,35 | 0,40- | 0,025 | 0.01 | 0,03 ]0,25- | 0,30 | 0,01 | 0,30
0,20 0,90 0,35

At present, the primary application of this material is in the manufacturing of industrial
equipment such as boilers, steam lines, heat exchangers, and pressure vessels. Table 7 presents
the mechanical properties of 16Mo3 steel at a temperature of 20°C.

Table 7 Mechanical properties of steel 16Mo3 [45]

Tensile modul of elasticity 212 GPa
Yield strength 380 MPa
Tensile strength 440 MPa
Hardness 150 HB
Ductility 30 %
Impact work ISO-V 31J
Application temperatures -20 - 530 °C

Based on the information provided, 16Mo3 steel is commonly utilized for applications that
involve high temperatures. When subjected to these temperatures, the material enters a state
called "creep," which is characterized by slow deformation caused by prolonged exposure
to elevated temperatures. Heat resistance, a property of steel, is defined by this creep behavior.
Table 8 displays the creep strength limits for 16Mo3 steel at various temperatures and
loading times. [32; 45]
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Table 8 Creep strength for different temperatures and loading time [45]

Temperature [°C] Creep strength for | Creep strength for | Creep strength for
10* hour [MPa] 10° hour [MPa] 10° hour [MPa]
450 298 239 217
470 247 178 159
500 171 101 84
510 147 91 69
530 102 53 45

3.2 Protective material Inconel 625

Inconel 625 has high strength without prior heat treatment. Equilibrium temperatures range
from -200 to 980 °C. The chemical composition of the nickel superalloy guarantees high
corrosion resistance in a wide range of corrosive environments. It is mainly resistant to pitting,
crevice corrosion. This material finds a wide range of applications in the chemical, energy,
aerospace, and space industries. For the problem addressed in this work, Inconel 625 is suitable
for welding the protective layer of membrane walls, evaporators, and preheaters. As mentioned
carlier, the welded layer on the membrane wall does not need further heat treatment. As the
degree of dilution of the coating material with iron increases, it is corrosion resistance
decreases. For the problem of welding the layer on the membrane wall, a material in the form
of a wire called Inconel Filler Metal 625, which is designed for TIG/MIG welding processes,
is used. More information is described in attachment 2. [47; 48]

The chemical composition of the Inconel 625 is shown in table 9, where the largest amounts
are represented by the elements Ni and Cr. Alloying Cr and Al yields superalloys the required
anticorrosive and antioxidant properties. These then form a protective layer in an oxygen
environment, ¢.g., Cro03 and AL,Os. The elements Ti and Al are the basis for formation of '
curing phase. Small amounts of other elements may also be present in superalloys. Beneficial
elements that contribute to grain boundary strengthening include C, Zr and B. On the other
hand, harmful elements include, for example, O, H, N, He, as residual gases, as well as Pb, Sb,
Cu, Ag, as impurities. [47; 48]

Table 9 The compositions (in wt %) of Inconel 625 [47]
Nimin | Cr [ Co |[Mo |W Nb | Al | Ti |Ta | Fe | Hf C B V43
58 21,5 - 90 | - |36 102 102 | - |25 - 0,05 - -

Inconel 625 belongs to the D-2 group. This refers to materials that are hardenable by an ageing
process that maintains high hardness and strength. When low hardness of the material, such as
drilling and tapping operations, the material is machined in the unaged. The material with the
lowest hardness and ease of machinability is in chemical and heat treatments such as dissolution
annealing followed by quenching or air cooling. This process is necessary in the roughing
process in the aged state. Table 10 lists the basic mechanical properties Inconel 625. [47; 48]

Table 10 Mechanical properties of Inconel 625 [47]

Tensile strength 965 MPa

Yield strength 490 MPa

Tensile modulus of elasticity 20 °C 207 GPa
Ductility at 20 °C 50%

Creep strength 360 MPa
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3.3 Welding of Inconel 625 protective layer

The primary factor considered when selecting the appropriate welding method was the level
of iron present on the surface of the coating layer. Using a conventional MIG pulsed current
method with an EWM source, manual welding achieved 5,45% Fe, robotic welding achieved
4.3 %. The CMT method resulted in lower levels of iron, with 1.9 % achieved for manual
welding and 1,35 % for automated welding. Monitoring the amount of iron is crucial
for ensuring the corrosion resistance of the coating. Due to the lower mixing achieved with
the MIG method, it was chosen, specifically the CMT source Fronius TPS 500i. The CMT torch
used in this method has a wire oscillation frequency of up to 90 Hz. The additive material used
is from ALUNOX, designated AX-625, and its chemical composition is given in table 11.
With a wire diameter of 1,2 mm, a sufficient weight of metal can be welded. Other specification
has been shown in attachment 3.

Table 11 Chemical composition of welded material from company Alunox [49]
Element | Ni C Cr Mo Mn Si |Nb+Ta | Fe |
Yowt 63,8 0,02 22 9,0 0,2 0,2 3.3 1,5 I

To optimize the welding process for this material, a gas mixture consisting of argon, helium,
hydrogen, and carbon dioxide is recommended. The gas from Linde, called Cronigon NilO,
has a chemical composition that is listed in table 12, and the small amount of carbon dioxide
can enhance the arc's stability. Helium is included in the mixture to increase heat transfer
to the weld arca and facilitate wetting. Adding hydrogen can enhance the wettability
and fluidity of the weld metal, but it is important to note that it can also have a non-negligible
impact on the ductility of the final product.

Table 12 Chemical composition of shielding gas
Element Ar He H COz
% 67,945 30,0 2,0 0,055

The welding of the Inconel 625 protective material layer took place at the workplace
of Smeral s.r.o. The workplace was equipped with a handling device for welding the coating
on the membrane wall in the length of six meters. The assembly also included a cooling device
that pumped water through the membrane wall for cooling, thus ensuring minimal dilution
and a small heat affected arca. The handling equipment is shown in figure 25. In addition,
the entire system was fitted with a Fronius TPS 500i power supply, which is shown in figure
26. This device operates with software that uses synergies that optimize many parameters that
can reduce dilution and the size of the thermally affected area.

TEININE ) L

Fig. 25 Handling equipment Fig. 26 Fronius TPS 500i [50]
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For the welding of the samples, synergistic curve with the designation 3921, which is designed
for Inconel 625, was used. In addition, arc length correction and pulse dynamics correction
are considered. The arc length correction ranges from -10 to +10. When changing from
the original 0 to positive values, time of retuming of the wire is reduced. Speed of movement
is the same and the distance of the wire end from base material is reduced. Because the time
is reduced, frequency of metal transfer is increased. The shorter distance reduces voltage and
heat input. Conversely, when the return time is set to negative values, the return time
is increased and the arc length is increased, resulting in increased voltage and energy loss.
The metal droplet to be melted is larger and the frequency is smaller. The pulse dynamics
correction (PDC) is adjustable from -10 to +10. It simulates inductance in the circuit.
And controls the magnitude of the short circuit current. The current is increased for negative
values and decreased for positive values. The consequence of reducing the current is a less
stable arc, but less spatter and mixing. Increasing the short circuit current results in higher
mixing, better arc stability and increases the contact angle between the lead and the
base material.

The wire feed rate is mathematically synergistically related to current and voltage. In the CMT
method, the speed is not constant as in conventional methods. The process is digitally
controlled, and the device regulates itself at any time in case of non-compliant parameters. Pulse
dynamics correction and arc length correction also affect the wire feed rate. To protect
the know-how of the technology developed by BUT, some parameters will not be described
precisely. Table 13 describes the allowed welding parameters.

Table 13 Welding parameters

1[A] U [V] Vs [mm-min!] vy [m/min]| divergence [mm]
180 17 267 6.4 10-20

Part of the work was to develop a welding procedure specification (WPS), which summarizes
all the information about the welding process. There is information about the additive material,
shielding gas, welding parameters and the final welding process. The WPS is shown
in attachment 3.

3.4 Analysis of chemical composition

Optical emission spectrometry (OES) is a widely used method for chemical analysis of a wide
range of metallic materials. This technology is mostly used in the metallurgy and metalworking
industries. Here, a rapid and high-quality determination of the chemical composition of the
sample is required. For example, in foundries where molten steel samples are analyzed. As the
previous description suggests, no complex sample preparation is required. It is necessary to
have a clean and flat surface but can do without the necessary grinding and polishing. The
principle of this technology is based on the use of the UV-VIS electromagnetic spectrum, or
from 130 nanometers to 800 nanometers. OES can analyze a wide range of elements from
hydrogen to uranium in solid metal examples covering a wide concentration range, giving very
high accuracy, high precision, and low detection limits. [S1; 52; 53]

The principle is based on the use of an electric discharge that is generated in an excitation
generator. The high voltage discharge ionises the atmosphere between the tungsten electrode
and the sample, this causes the atmosphere to become conductive. The atmosphere is made up
of an inert gas, most commonly argon. The gap between the sample and the electrode is in units
of millimeters and during the measurement a low impedance and stable current is generated. In
a short moment of time a discharge is generated which heats the material, then the material
vaporizes and ionizes. Two forms of electrical discharge can be generated. Either an arc-like
on/off event or a spark-like series of multi-discharge. Arc excitation consists of a continuous
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current flow for several seconds. In spark excitation this current flow is interrupted with a
specific frequency from 100-1000 Hz. After the electric arc and light radiation are generated,
the optical device captures the light, which is split through a diffraction crystal (grating) into
individual wavelengths corresponding to the clement contained in the sample under
examination. The detector then measures the intensity and the specific wavelength. In the last
step, the computer obtains and records the intensities and evaluates them according to
predefined calibrations. The scheme of OES is shown in the figure 27. [53; 54]
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Fig. 27 Scheme of OES [53]

Every element emits a series of spectral lines corresponding to the different electron transitions
between the different energy levels or shells. Each transition produces a specific optical
emission line with a fixed wavelength or energy of radiation. For a typical metallic sample
containing iron, manganese, chromium, nickel, vanadium etc., each element emits many
wavelengths, leading to a line-rich spectrum. For example, iron emits just over 8000 different
wavelengths so choosing the optimum emission line for a given element in a sample is
important. The characteristic light emitted by the atoms in the sample is transferred to the
optical system where it is split into its spectral wavelengths by the high-tech grading, the
grading contains up to 3600 grooves per millimeter. Next the individual spectral line peak
signals are collected by detectors and processed to generate a spectrum showing the light
intensity peaks versus their wavelengths. This means that OES provides qualitative information
about the sample measured, however, OES is also a quantitative technique. The peak
wavelength identifies the element, and its peak area or intensity gives an indication of its
quantity in the sample. The analyzer then uses this information to calculate the sample’s
elemental composition based on a calibration with certified reference material. The whole
process, from pressing a start button or a trigger to getting the analysis results, can be as quick
as 3 seconds or it can take up to 30 seconds for a full accurate quantitative analysis, it all
depends on the analyzer used, the range of elements measured and the concentrations of those
elements. Compared to other analytical techniques, OES has many advantages: it’s fast and
relatively easy to use, it measures a wide range of elements and concentrations in many different
types of materials, including important elements such as carbon, sulfur, phosphorous, boron
and nitrogen. It’s extremely accurate when measuring low levels of trace and tramp elements,
and it’s low-cost compared to other techniques. For trace analysis of metals OES is the preferred
method, OES is also currently the only method which can analyze carbon and nitrogen on site,
out of the laboratory. [51; 53; 54]
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To evaluate the chemical composition of the Inconel 625 coating layers, two types of samples
were welded and prepared. As an approximation, the chemical composition was determined
using a Thermo Scientific Niton XL3t XRF Analyzer portable spectrometer (Fig. 28), on site
after welding. It was found that the first type of samples contained a dilution of the coating
layer of about 1% iron and the second type of samples contained about 5 % iron. Since the
analysis using a portable spectrometer is not very accurate, the chemical composition is
analyzed on an ARL iSpark Series Optical Emission Spectrometer (Fig. 29), which achieves
higher accuracy results. A more detailed technical specification is described in attachment 4.
This method was used because the samples being investigated are heterogeneous, as the base
material 16Mo3 is completely different from the Inconel 625 design.

Fig. 28 Niton™ XL3t XRF Analyzer [55] Fig. 29 ARL iSpark™ Series Optical Emission

Spectrometer [52]
A total of 8 samples were prepared for measurement, 4 pieces of each iron content in the surface
layer with a length of 40+2 mm, the length was chosen because of the working space of the
instrument. Sample preparation was carried out on a HERZOG HS 200 grinder (Fig. 30.) with
a HERZOG A24 F8V grinding wheel (Fig. 31). The material was dressed at a thickness of 0,2
mm to create a sealing surface and to remove oxides from the surface that would distort the
results. A total of 3 measurements were taken on each sample, for a total of 12 measurements
for each sample type, as it shown in the figure 32.

Fig. 30 HERZOG HS 200 [56] Fig. 31 HERZOG A24 F8V Fig. 32 Sample after
analysis

The entire instrument must be calibrated before the actual measurement of the samples. OES
spectrometers are very sensitive devices and without maintenance and recalibration their
accuracy may decrease. OES spectrometers use relative value measurements, so it is important
that the amount and concentration of the substance is correct. Certified materials or reference
samples are used for this purpose. Reference samples are chosen according to the basis of the
material. In this case, a reference sample with a Ni-Cr base was chosen. To fine tune the
calculation, this procedure should be performed just before running one or more samples of a
given alloy type. Once the correct sample type has been obtained, the optimum level of accuracy
of the baseline calibration should be checked with the CRM before starting. The user must
ensure that he has a large quantity of recently prepared and easily measured materials ready, as
would be common when using control samples for recalibration. For all its advantages, type
standardization should not be used as a global correction technique for the analysis of materials
with significantly different chemical compositions.
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3.4.1 Evaluation of the results

Two types of samples were evaluated. For both types, the same elements were evaluated and
selected according to their influence on the properties of the coating layer. Inconel 625 has a
matrix consisting of nickel and chromium. The molybdenum, niobium and titanium content
were also monitored. Iron is evaluated as the most important element in terms of corrosion
resistance in the structure. The individual elemental contents of the structure are described in
the attachment 5. The average values of the elemental contents have been plotted on a chart 1.
The contents of the major elements nickel and chromium are very similar in both samples. The
same is also true for molybdenum, titanium, and niobium. The biggest difference in elemental
content is in the case of iron. In the samples I, the average value is 2,76 wt% and in contrast the
average value for the samples Il is 4,79 wt%.

Chart 1 Elemental composition of Inconel 625
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Next, the average values (X) of the individual concentrations were calculated. The standard
deviation (o) values, which describes how the individual measured values differ from the mean

value. Relative standard deviation (%), which describes the degree to which the values deviate
from the mean value. All values are described in Table 14.

Equation 2 average value:
n

_ 1 (3.1
X =—- Z X
n 3
l:1 . ..
where: X — average value of chemical composition [-]
x; — value of individual measurements [-]
n - — number of measurements [-]
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Equation 3 standard deviation:

1 - . (.2)
o DD
N i=1
where: o — standard deviation [-]
Equation 4 relative standard deviation:
o 0-100 (3.3)
X X
where: % — relative standard deviation [-]
Table 14 Values of AV, SD, RSD
[Yowt] Ni Cr Mo Ti Nb Fe
X 67,78287 21,40996 9,013903 0,183962 | 3,519779 | 2.764138
o 0,520874 0,186678 0,156939 0,003878 | 0,075448 | 0,702649
g 0,829643 0,871919 1,741082 2,107909 | 2,143554 | 25,4202
J
[Yowt] Ni Cr Mo Ti Nb Fe
X 61,75852 20,85678 8.683198 0,184282 | 3,142059 | 4,792178
o 1,463556 0,450628 0,265835 0,022861 | 0,053173 | 1,318084
g 2,369804 2,160583 3,061492 12,40553 | 1,558381 | 28,75695
X

From the results obtained from the measurement of the chemical composition of Inconel 625
drill bit, it can be found that the sample with 1%wt of steel in welded layer is better for practical
use. It achieves a lower dilution of iron in the structure with an average value of 2,76 wt%.
In contrast, the samples with 5 wt% of iron in the structure have an average iron content of
4,79 wt%, which results in lower corrosion resistance and a lower lifetime of the coating layer
on the membrane wall.

3.5 Analysis of macrostructure of base material and welded layer

All samples used in the experiments shall be specially prepared for the evaluation of,
macrostructure, microstructure, and microhardness. All samples were cut on a LECO MSX205
saw, which is shown in figure 33. The cutting wheel used was a Struers type 30A25 wheel,
which is shown in figure 34. During the cutting of the specimens, great emphasis was placed
on cutting force and cooling the material to avoid thermal effect on the material and thus
deterioration of the material structure, demineralized water was used as the coolant.

Fig. 33 LECO MSX205 [57] Fig. 34 Struers 30A25 [58]
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The specimens used for the determination of macrostructure, microstructure and microhardness
shall have a specially prepared surface which shall be ground, polished and finally etched to
show the structure. The specimens, which were cut on a ripping saw, were then lightly beveled
at the edges after cutting on a Struers LaboPol-60 grinding machine, which is shown in
figure 35. After the sharp edges of the samples were ground down, the samples were cleaned
in isopropanol and then handled in laboratory gloves until the end of the process. The samples
thus prepared were then split in half, where the first half of the samples were pressed into
bakelite pellets and the second half into iron pellets. The different metallographic pellets were
chosen because of their use on the optical and electron microscope. Another reason is for use
in etching, where samples pressed in bakelite pellets were used to etch the Inconel 625 structure.
Samples pressed in iron pellets were used to etch the 16Mo3 structure. The samples were
molded at a pressure of 2600 kPa and a temperature of 180 °C in a Struers Citopress-30 machine,
which is shown in figure 36. After crimping, the edges of the metallographic samples were
ground again.

Fig. 36 Struers CitoPress-30 [58]

Fig. 35 Struers LaboPol-60 [58]

The samples were ground and polished on a LECO PX500 machine, which is shown in
figure 37. Standard parameters were set on the machine depending on the type of grinding and
polishing wheel. The CAMEO Platinum 1 Blue wheel (comparable to 120 to 180 grit) was
selected as the first wheel. CAMEQ Platinum 2 Green (comparable to 220 to 280 grit) was
selected as the second grinding wheel. The third abdominal wheel used was CAMEQ Platinum
3 Yellow (comparable to 400 grit). The last abrasive wheel used was CAMEQ Platinum 4 Red
(comparable to 600 grit). All the abrasive wheels used are shown in figure 38. The advantage
of using LECO machines and CAMEOQ abrasive wheels is the standardized parameters, which
resulted in high quality scratch-free cuts. All samples were ground with individual pressure
for 3 minutes.

s
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Fig. 37 LECO PX500 [59] Fig. 38 Grinding discs CAMEO Platinum [60]
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After grinding the samples, polishing follows. Polishing is performed in the same way as
grinding on the LECO PX500. Only the discs are changed, in this case a Brown Technotron
polishing disc, which is shown in figure 39, was used together with LECO PREMIUM GRADE
with diamond abrasive 3 to 1 um. The samples were polished with individual pressure twice
for 2,5 minutes. After grinding, all samples were cleaned in the laboratory ultrasonic cleaner
POLSONIC SONIC-2 shown in figure 40.

Fig. 39 Brown Technotron [60] Fig. 40 POLSONIC SONIC-2 [61]

The last part of sample preparation was chemical etching. Since the samples are heterogeneous
in that they contain Inconel 625 alloy and 16Mo3 base material, it was very difficult to find an
etchant that would etch both materials sufficiently without damaging each other. As mentioned
at the beginning of this chapter, the samples that were pressed into the Bakelite pellets were
used to etch the Inconel 625 structure were etched with Marble (4g CuSQO4, 20 ml HCI, 20 ml
H»0) and the samples pressed into the iron pellets to etch the 16Mo3 steel structure were etched
with 2%Nital. (a solution of HNOs in C;HsO). All samples were etched between 10 and 20
seconds. The method of etching the surface of the samples was by rubbing.

3.5.1 Results of macrostructure

For the resulting macrostructure, specimens containing a circular section of Inconel 625 coating
material on a base material of 16Mo3 membrane wall were selected. The structures of both
the base material and the coating layer on both types of specimens. The main parts that
are monitored on the samples are the size of the thermally affected region, the structure, defects
in the thermally affected region, and defects in the transition between the base material
and the coating layer will be monitored. Defects in the coating layer are monitored, which may
include cracks, bubbles, imperfections.

Samples for macrostructure evaluation were photographed on a Keyence VHX-5000 digital
microscope. It has been shown in figure 41. The microscope is equipped with a desktop
computer for displaying the images and for manipulating the microscope. The Keyence VHX-
500 in our case includes the Universal Zoom Lens VH-Z20UR/Z20UT. It can also measure the
distances of individual points on a straight line, on a circle, this measurement is used when
measuring the size of a thermally affected area. The microscope has an HDR software program
to improve the image quality.

The stitching images program was used to create panoramic images. In addition, the microscope
has a 3D surface structure measurement capability, where stitching of many images with
a shallow depth of field is used, where the software stitches the individual images together
to create a 3D map of the surface structure.

The sample I for evaluation of 16Mo3 macrostructure was taken from the top of the semicircle,
which forms the functional part of the incineration boiler wall. The sample was photographed
in panorama mode to provide an overall view of the sample and to highlight the locations
of individual defects. As can be seen in the figure 42, there are cracks in the transition layer.
The image shows a thermally affected area.
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Fig. 41 Keyence VHX-5000 [62] Fig. 42 Panorama of welded specimen

The size of the heat affected area is shown in figure 43. The specifin shape may be due to the
specific welding parameters. The average size of the heat affected area is calculated by
arithmetic averaging, where the resulting value is 1,376 mm.

Magnification: X30.0 S ‘

Fig. 43 Measure of HAZ 1

The cracks are shown in Figures 44 and 45. The images were taken at 100x magnification. The
yellow areas around the cracks are visible, which are formed during the preparation of the
samples during etching. Sharp edges are visible near the cracks, which may indicate future
crack propagation and thus reduce the service life of the membrane wall coating.

Fig. 44 Detail of crack | ) Fig. 45 Detail of craft I

The sample I for the evaluation of the Inconel 625 filler material was created in the same
location as for the evaluation of the 16Mo3 base material. Again, a panoramic image of the
entire specimen was taken to locate the defects and the size of the heat affected area, which is
shown in figure 46. In this image, the light streaks from the illumination are not as noticeable,
as a different illumination level was chosen for the specimen. There are characteristic dark spots
on the coating layer that are caused by the reflection of the lens from the coating layer.
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Fig. 46 Panorama of Inconel 625 layer

A single crack was formed in the transition between the base material and the Inconel 625
coating, which is shown in figure 47. The vicinity of the crack is characteristic because of the
metallographic preparation of the samples. The image was taken under 100x magnification.

Fig. 47 Detail of crack in specimen I

According to the images above, since the individual pairs of samples were taken from the same
location, the errors are duplicated, or the errors that are in the images of the transition
of the 16Mo3 base material and the Inconel 625 coating layer are the same ones that are in the
images with the etched Inconel 625 coating layer structure. The discontinuities could have been
caused by rapid cooling of the individual layers, this could have led to rapid shrinkage and
crack formation.

The sample II for evaluation of 16Mo3 was taken from the top of the semicircle, which forms
the functional part of the membrane wall, was photographed in panorama mode to get a general
view of the sample and to highlight critical areas, the panorama is shown in the figure 48. In the
image, it can be seen the lighter stripes that are created by gradually moving the lens over
the sample area and the light that shines on the workspace will create the lighter areas
in the image. In the bottom left corer of the sample there are visible scratches that were created
when the sample was sanded, these scratches do not affect the evaluation. The heat affected
area can be clearly seen, which has a specific shape that is created by the welding process.

S i W

Fig. 48 Panorama of sample with 16Mo3 structure
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The sample was further examined in more detail under 50x magnification. No defects were
found in the structure of the base material 16Mo3. The size of the thermally affected region was
evaluated in figure 49. The average value of the thermally affected region was calculated
as the average of the measured values, which has a size of 1,369 mm.

Fig. 49 Measure of HAZ

For the evaluation of macrostructure of Inconel 625 samples were taken from the same location
as for the evaluation of the base material. A panoramic image was created, which is shown
in the figure 50. The dark streaks in the structure of Inconel 625 are created by photography,
where there reflects the lens from the glossy structure of the layer.

Fig. 50 Panorama of sample with Inconel 625 structure

It can already be seen from the panoramic photo that there are layers of overburden between
the layers. This defect is shown in more detail in the figure 51, where a zoom of 100x is selected.
The dendritic structure of the coating layer can be clearly seen here, which is stretched due
to the gradient cooling in the direction of the layer thickness, and the transition boundary
between the layers can also be seen here, since the Inconel 625 layer was double layered.

Fig. 51 Detail of crack between the layers 100x
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The detail of the crack has been shown in the figure 52. The figure was created with a
magnification of 200x. It is possible to give a good indication of the crack edges from which
the crack could propagate further and thus reduce the service life of the overburden wall. In this
case, the dendritic structure of the material is even more noticeable and the continuity between
the layers can be clearly seen, as well as the fact that the upper coating layer differs in its
clongation, which is due to the different heat dissipation from the welding site.

¥
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Fig. 52 Detail of crack between layers

The last defect revealed in the macrostructure images is a bubble. This defect is located in the
welding overlay. The bubble was caused by rapid cooling of the welding overlay after welding
and it is shown in the figure 53. The figure was taken at 200x magnification. The source of the
bubbles in this case is most likely residual moisture. During welding, the material is heated to
a high temperature, which causes the gas inside the material to heat up and expand. As a result,
a bubble is formed, which can manifest itself in different shapes and sizes. Bubbles in the form
of defects in the material are undesirable because they weaken the strength and integrity of the
material. They can reduce the resistance of the material to mechanical stress and can also act as
stress concentration points, increasing the risk of cracks and material failure. The presence of
bubbles can result in reduced component life and reliability.
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3.6 Analysis of microstructure of base material and welded layer

A scanning electron microscope (SEM) is a complex, sophisticated device that consists of three
basic parts: an electron source, electron optics, and a part for detecting the products of electron
collisions with a given sample, as shown in the figure 54. With the SEM microscope, it is
possible to observe and characterize organic and non-organic materials, as well as to observe
not only the surface topography, but also to analyze the crystal structure, chemical composition,
and electronic properties of the sample down to a depth of 1pum. The resolution of current SEM
microscopes is about 1 nm and magnification up to 1- 108, The first SEM microscope was
designed in 1937 by scientist Manfred von Ardenne. The principle on which this microscope
works is more complex than its early predecessor, the TEM microscope. The TEM microscope
shines a beam of electrons through a given specimen, where individual atoms of the specimen
can be observed, but a small sample thickness is required. In contrast, the SEM microscope
scans a given surface in lines and the system converts the recorded signal into an image of the
sample properties. The probe with which the surface is scanned forms a beam of high-speed
primary electrons that is ideally focused on the surface by the imaging system. The detectors
are positioned above the sample. [63; 64; 65]

Electron Gun

Anod
ode Condenser

Alignment — — Aperature
Coils

Cond Lens 1

Variable Aperature s - Cond Lens 2

Holder
2~ Stigmator
Deflection Coil

Secondary
Electron

\ Detectors

Specimen on h— Condenser Lens 3
Stage

Specimen

Chamber
Vacuum

Fig. 54 Scheme of SEM microscope [64]

Electron emission occurs at the cathode, which is supplied with a high negative voltage of 0,1
to 30 kW. The resulting electrons are accelerated by an electromagnetic field to the anode.
Tungsten tips or filaments are most often used as the cathode. A high vacuum must be
maintained throughout the process to prevent oxidation of the electrodes. The resulting
electrons are focused on the sample surface by an optical system. Electromagnetic coils
and lenses are used. The most important part is the condenser lens, which creates a parallel
parsec of electrons behind the anode. BSEA stigmator is used to eliminate lens errors and
apertures are used to capture scattered electrons. As mentioned above, a high vacuum is
required for good quality electron microscope images. The fewer particles there are in space,
the fewer the number of scattered electrons. Turbo vacuum pumps are used to create vacuum.
Detectors are used to capture the reflected secondary electrons. In a detector, the electrons emit
photons that have a characteristic wavelength according to the element, then the photons are
converted into an electrical signal. The detectors are placed over the sample. [64; 65]
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Electron sample interaction used electrons that are focused on the surface of the sample
and interact with it to produce different signals. Depending on the choice of signal detection,
the SEM microscope can observe the surface, the chemical composition, or the crystal structure,
for example. The correct signal detection is determined by the choice of detector. When an
electron hits the surface of a component, the electron penetrates below the surface of
the component and is scattered to form a signal. The volume of this sample where scattering
occurs is called the interaction volume and is shown in figure 55. This volume increases with
increasing accelerating voltage and changes with increasing atomic number. [64; 65]
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Fig. 55 Scheme of interaction volume [65]

Secondary electrons are produced by collisions of the electron beam with the atoms of
the sample. The original electrons from the beam lose energy and transfer it to the sample atom.
The electrons are excited, and the sample is ionized. These excited electrons are called
secondary electrons. These electrons have low energy and can escape from a small depth in the
sample. They are used to show surface roughness and texture. The Everhart-Thornley detector
is used to detect secondary electrons. Backscattered electrons (BSE) are produced by elastic
collisions. These electrons provide additional information on chemical composition
and crystallographic structure compared to secondary electrons. Detectors used to detect these
electrons are like those used to detect secondary electrons but have shielding to eliminate the
presence of secondary electrons. Auger electrons are created when an electron is moved from
higher energy levels to lower energy levels to reduce the total energy, the excess kinetic energy
1s transferred to another electron, which is then able to leave the atom, and this is called an
Auger clectron. These eclectrons describe the chemical composition of the sample.
Characteristic X-RAY is characteristic of each chemical element. Thanks to X-RAY it
is possible to determine the chemical composition of a sample. The principle is like the Auger
electron, but the energy released is emitted in the form of a photon. As additional electrons can
detect passed electrons in very thin samples. [64; 65]

3.6.1 Results of microstructure

The same samples were selected for microstructure evaluation as for macrostructure evaluation.
The samples were chosen because we already know from the macrostructure evaluation what
to look for and where to focus the electron microscope. Samples were selected from the top of
the semicircle, where the microstructure of the Inconel 625 coating layer as well as the 16Mo3
base material will be observed. Areas of interest will include the individual structures found on
the samples, as well as defects that reduce the life of the membrane walls.
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An Apreo 2 scanning electron microscope was used to evaluate the microstructure and is shown
in figure 56. The Apreo 2 has an accelerating voltage of up to 15 kV at low vacuum, thus
achieving a resolution of up to 1,8 nm. At high vacuum it has an accelerating voltage of up to
30 kV, where a resolution of up to 0,7 nm is achieved. Apreo 2 includes a handling stage that
allows tilting about all three axes, thus achieving the ability to view the sample from all angles,
up to a tilt of 60°. ETD, DBS, low vacuum SE, EDS detectors were fitted as detectors. The
vacuum system reaches values up to 6,3:10° mbar.

Fig. 56 Apreo 2 SEM [63]

In the previous chapter, which dealt with the macrostructure evaluation, it was found that the
structure of each material, whether it was the base material 16Mo3 or the Inconel 625 coating
layer, did not differ from each other. For verification, the individual samples were examined on
an Apreo 2 electron microscope, and it was confirmed that there was no structural difference
between the samples. The following section will focus on the evaluation of the microstructure
of both types of samples. Furthermore, the microstructure evaluation will focus on the
evaluation of defects. More information is described in attachment 6.

According to the macrostructure evaluation, it was found that the individual structures of the
Inconel 625 plating layers do not differ from each other. To confirm this claim, the samples
were observed under an Apreo 2 scanning electron microscope (SEM) where this view was
confirmed. Thus, in the following section, the structure that was better prepared for SEM
observation will be evaluated. Furthermore, defects in the form of cracks were evaluated.

First, the structure at the transition between the materials was monitored. In figure 57,
the 16Mo3 base material can be seen over etched on the right side. This was created during
preparation of the samples. A more contrasting structure of Inconel 625 can be seen on
the boundary, which is less etched further away from the boundary, this may be due as sample
preparation. The continuing structure continues to be more pronounced and there is clearly
visible increasing dendritic structure.
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HY spot  HFW WD

SE 10.00kV 120 691pum 6.9 mm

Fig. 57 Boundary between 16Mo3 and Inconel 625

The continuing dendritic structure can be clearly seen in figure 58. There can be clearly seen
the growth of the dendritic grains, which have a characteristic tree-like structure that is
distinctive in its shape, where main branch from which grow smaller perpendicular branches.
The elongation of the structure is due to the heat dissipation from the point of welding and the
re-heating when the second layer is welded.

‘Standard ETD SE 10.00kv  12.0 Eglrum 6.9 mm Inc:
Fig. 58 Dendritic structure of Inconel 625

The transition between the layers of Inconel 625 coating layers clearly shows the change in
dimensions of the individual structures. This transition is shown in figure 59. The difference in
the shape of the structure is due to the welding process of the protective layer. During the
welding process, the material is melted and welded onto the underlying weld. The thermal effect
on the bottom layer results in recrystallisation of the bottom layer and slower cooling. Thus, the
bottom layer is not as stretched as the top layer, which is on the left in the figure. The upper
layer is stretched because of the rapid heat dissipation from the weld site and the individual
grains are stretched in the direction of the heat dissipation gradient.

10.00 kV

Fig. 59 Boundary between each layer of Inconel 625
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The top coating layer has more elongated grains for fast heat dissipation. The structure of the
top layer is shown in figure 60. The dendritic structure is less elongated directly at the boundary
between the layers and there is more elongation of the individual grains as the distance from
the boundary increases. The scratches that were made during sample preparation are visible in
the figure below.

se case det | mode | HV
tandard = ETD | SE 10.00 kv

Fig. 60 Second layer of Inconel 625

The evaluation of the structure of the base material 16Mo3 was carried out in the same way as
for the coating layer. The material was examined under an Apreo 2 electron microscope. The
individual structures of the samples differed from each other only in the size of the thermally
affected region, but structurally they are identical. The complete structure was observed from
the boundary with the Inconel 625 filler layer to the base material 16Mo3, which was not
thermally affected.

Figure 61 shows the structure located at the boundary with the Inconel 625 overlay. The figure
shows the mixed structure. The mixed structure is formed during rapid cooling after welding.
The rapid heat dissipation from the welding site causes a structural change in the material where
there is a non-homogeneous heat dissipation from the structure, hence the formation of the
mixed structure. The mixed structure consists of martensite, bainite, residual austenite, ferrite,
and pearlite. The structure is very heterogeneous and hard.

spot  HFW

kv 120 319um

Fig. 61 Boundary between base material 16Mo3 and welded layer Inconel 625

Martensite forms when austenite cools rapidly below the martensite finish temperature. On
cooling, austenite does not have enough time to transform to other phases, such as ferrite or
pearlite, and transformation to martensite occurs. Martensite has a needle or rod microstructure.
The needles or rods are formed by atomic planes and have a specific shape. This microstructure
gives martensite its hardness and strength but limits its ductility and toughness. Martensite is
known for its high hardness and strength. It also has low toughness and is brittle, which means
it tends to fracture instead of deforming under stress.
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Bainite forms when austenite cools moderately rapidly below the martensite start temperature
It is the result of a diffusion transformation in which carbon atoms and other alloying elements
diffuse. This transformation is slower than the transformation of austenite to martensite. Bainite
has a fibrous microstructure, which consists of needle or plate crystals. These crystals are
composed of ferrite (o-iron) and cementite (carbides). The fibrous structure of bainite
contributes to its strength and ductility properties. Bainite provides a balanced combination of
strength and ductility. It has higher strength than ferrite but is less brittle than martensite.
Bainite also has a higher ductility than martensite, which means that it can exhibit a certain
amount of deformation before fracture. There are two main types of bainite - upper bainite and
lower bainite. Upper bainite forms at higher temperatures and has a finer fibrous structure.
Lower bainite forms at lower temperatures and has a coarser fibrous structure. The two types
of bainite have different microstructural properties and mechanical properties.

Residual austenite is formed when austenite, the iron phase, cools rapidly at high temperatures,
below the martensite finish temperature. As a result, some of the austenite does not have enough
time to fully transform and remains present in the microstructure as a residual phase. Residual
austenite is a metastable phase, which means that it tends to transform into other phases such
as martensite or bainite with time. This transformation can be caused by heat treatment, cyclic
stresses, or temperature rise. This structure has a typical austenite structure that is stable at
higher temperatures. It is a face centered cube structure in which the atomic planes are arranged
in a regular pattern. Residual austenite can be converted to martensite or bainite by further heat
treatment or cyclic stressing. This transformation can lead to a change in the mechanical
properties of the material, such as an increase in hardness and strength. Residual austenite can
be stabilized by a process called austenite stabilization. Stabilization involves the addition of
alloying elements, such as nickel, to the steel. These alloying elements can help reduce the
transformation of residual austenite and stabilize it at lower temperatures. The detail of
microstructure of mixed structure has been shown in figure 62.

10.00ky 1

Fig. 62 Detail of mixed structure

The mixed structure is also found further away from the boundary between the materials. At this
point, the heat dissipation from the site is slower, thus changing the structural composition
of the mixed structure. In figure 63, the darker arcas can be seen which are grains of perlite
and the lighter areas which are grains of ferrite. Further, the structure contains martensite,
bainite and residual austenite. Details of each part of the heat affected zone and the base material
are shown in the attachment 7.

50



UST FSI VUT V BRNE

usecase | det | m spot | HFW WD — 50 pm——|
PM Standard ETD SE 10.00 kv 120 319 um 7.6 mm steel ple2

Fig. 63 HAZ of base material 16Mo3

Figure 64 again shows a mixed structure. The difference can be seen in the shape of the
structure. It is not as needle-shaped as in the previous case, but the ratio of phases in the mixed
structure is different due to the slower cooling. A greater amount of pearlite and ferrite can be

/D

ode 5] N
PM | Standard ETD | SE 10.00kv 120 829um 7.6 mm

Fig. 64 Detail of HAZ structure

The mixed structure with increasing distance gradually forms into the structure of the base
material 16Mo3. The transition region is shown in figure 65. Here the gradual formation of the
ferritic-pearlitic structure can be seen. The structure is composed of ferrite and pearlite, then a
residual mixed structure containing martensite and bainite with residual austenite. On the right
side of the figure, it has been shown the normalization structure. On the left side of the figure,
the gradual disintegration of pearlite into ferrite and cementite is visible.

use case det mode | HV spot  HFW WD
Standard ETD SE 10.00 kv 120 319um 7.6 mm

Fig. 65 Normalization and gradual disintegration of pearlite in base material of 16Mo3
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The material cools more slowly as the distance from the boundary of the coating increases.
Figure 66 and shows a detail of the normalization structure and disintegration of perlite.
Compared to the previous structures, there is a slow enough cooling to allow normalization and
disintegration of the perlite to take place. Thus, the structure is mainly composed of perlite
and ferrite.

Fig. 66 Detail of normalization structure

The basic structure of the 16Mo3 material is a ferritic-perlitic structure, which is shown in
figure 67. This structure is characterized by its lighter arcas that are ferrite grains and darker
areas that are perlite grains. In the figure the grains are forming from a flake-like shape into the
original grains. The size also differs, with the grains in the heat-affected area being larger
because of the slow heat dissipation from the material causing the grains to grow. Black lines
are visible in the photographs, which are caused by the preparation of the samples during
grinding.

use case det mode @ HV spot  HFW WD ——50 ym——
Standard ETD SE 10.00kV 120 319pym 7.6 mm steel sample2

Fig. 67 Structure of base material 16Mo3

The last figure 68 is a detail of the ferritic-pearlitic structure. This structure is basic in this
material and is not affected by heat. Ferrite is a phase that consists of a cubic crystal structure
and contains a small amount of carbon. Ferrite is soft and ductile, which means that it deforms
casily and is resistant to fracture. In 16Mo3 steel, ferrite is present as a matrix that surrounds
the pearlitic regions. Perlite is a composite microstructure that consists of layers of ferrite and
cementite. Cementite is an iron carbide that is hard and brittle. The layers of ferrite and
cementite alternate and form a characteristic lamellar pattern. Perlite is relatively hard and
strong, but also has a good ductility. In the microstructure of 16Mo3 steel, perlite is present as
dispersed particles surrounded by ferrite. The ferrite-perlite structure is a combination of these
two phases and provides a balanced combination of strength, hardness, and ductility. The
ferritic matrix provides ductility and fracture resistance, while strength and hardness are
provided by the perlite regions.

52



UST FSI VUT V BRNE

case det | mode
Standard ETD | SE 10.00kv 120 828um 7.7mm

Fig. 68 Detail of ferite-perlite structure

The first defects that was investigated was the crack recorded in the macrostructure image. This
defect was recorded on a sample I The crack is located at the boundary between the base
material and the coating layer. The crack is shown in figure 69. A detail of the crack is shown
in figure 70.

spot | HFW W
o |nnnw 120 414pm 13,5960 mm

Flg 69 Crack between materlals Fig. 70 Detail of crack in speumen |
Detailed view of the fracture boundary is shown in the figure 71. Here you can clearly see the
cracks and the boundaries from where thins can potentially spread. The next defect that was
investigated is a bubble in the welding overlay. In figure 72 is shown the detail of the bubble.
It can be seen that there are boundaries and potential crack propagation points from the bubble
boundary. This can reduce the life of the membrane wall. If bubbles are found in the material
during welding, measures must be taken to minimise their occurrence. This may include, for
example, better control of the welding process, additional pre-treatment of the material or the
use of appropriate welding techniques and protective atmospheres.

det | M

. iy /2572022 use ca et | m v Sy Wo
lard _ETD  10.00kV 120 |l14u EX m e 3201 PM_ Standard  ETD  SE 10.00kV 120  829um 7.5 mm

Fig. 71 Detail of the boundary of crack Fig. 72 Detail of bubble
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The last defects that were investigated was located between each layer of the Inconel 625
coating in the sample II. The crack formed between the layers is shown in figure 73 and a detail
of the crack is shown in figure 74. The crack is located at the boundary between the two layers
of Inconel 625. The boundaries of the crack show the boundaries of the individual dendritic
structures that were formed during cooling. The dendritic structure that has undergone reheating
can be clearly seen on the right side and the elongated grains formed by rapid heat dissipation

t
E

ig. 73 Crack between each layer of Inconel 625 . Fig. 74 Detail of crack

3.7 Analysis of microhardness test

In general, the hardness of a material is characterized as the resistance of the surface to local
damage due to the action of a foreign body. The individual hardness tests are characterized by
the shape and size of the intruding body, the magnitude of the loading force and the method of
evaluation. The Vickers test is one of the most accurate hardness tests. The test is described in
EN ISO 6507-1. The exact description of the test is described in the table 15. [66; 67; 68]

Table 15 Description of the evaluation of the test [68]

630 HV 30/20
630 Vickers hardness value
HV Hardness mark
30 Approximate value of the equivalent test load used in kgf (30 kgf=294.2 N)
20 Test load time 20 s (in the case of steel it is described if it does not lie in the range
of 10 to 15 s)

The test is most often performed at a temperature of 10 to 35 °C. In this method, an indenter in
the shape of a regular quadrilateral needle with a square base and an apex angle of 136° is used.
The resulting values are the lengths of the individual diagonals of the indentation in the material.
The standard EN ISO 6507-1 is only characterized for diagonal lengths in the range 0,02 to
1,4 mm. The method of measuring microhardness described below is used for smaller
indentations. Table 16 describes typical test conditions. After the applied load is relieved, the
lengths of the diagonals of the body impression are evaluated. The mean diagonal length is then
evaluated using the equation 3.4. To correctly evaluate the individual diagonals, the diagonals
must occupy 25 to 75 % of the microscope field of view. The resulting material hardness are
then determined using the attached tables. Figure 75 shows the scheme of the Vickers test [66]
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Table 16 Test conditions for Vickers hardness test [66]

Hardness test Low load hardness test
Hardness mark Nominal value of the Hardness mark Nominal value of the
test load F [N] test load F [N]
HV 5 49.03 HV 0.2 1,961
HV 10 98.07 HV 0.5 4,903
HV 50 4903 HV 1 9,807
HV 100 980.7 HV 3 2942
Equation 5 Average length:
L+ L (3.4
@2

where: L, — average length [mm]
L, - length of the first diagonal [mm]|
L, — length of the second diagonal [mm]

$ e
136° between g .
opposite faces

Fig. 75 Scheme of Vickers test [68]

The material must be polished, smooth, flat, and free from any oil or grease. The preparation
itself must not thermally or plastically affect the surface of the material, which would cause
distortion of the resulting hardness value. The test material shall have a thickness of at least 1,5
times the mean diagonal length of the impression. There shall be no deformation on the reverse
side after the test. For testing materials such as lead or tin, a spacing of 6 times the average
length of the diagonal of the impression is required. The center of the impression must be at
least 2,5 times the average diagonal length of the impression from the edge of specimen. [68]

The Vickers micro-hardness test differs from the Vickers macro-hardness test in the magnitude
of the applied load and in the higher accuracy of the evaluation, since the indentations in micro-
hardness are orders of magnitude smaller than in macro-hardness. In the Vickers microhardness
test, the hardness of the individual structural components of the material can be measured. Since
orders of magnitude lower loading values are used, proper specimen preparation is required,
like the microscope for microstructure monitoring. The individual parameters of the
microhardness test are described in the table 17. [68]

Table 17 Parameters of Vickers micro-hardness test [68]

Micro-hardness test
Hardness mark Nominal value of the test load F [N]
HV 0,001 0.009807
HV 0,005 0,04903
HV 0,01 0,09807
HV 0,05 0,4903
HV 0,1 0,9807
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3.7.1 Results of microhardness test

The sample preparation procedure for microhardness evaluation is identical to the sample
preparation discussed in Section 3.2, except for the use of acids to etch the structure of the
individual materials. The samples chosen for the macrostructure and microstructure assessment
were the same samples from the tops of the semi-circular membrane walls. The individual
measurement parameters are described in the table 18.

Table 18 parameters of microhardness test

Method Load Weight Distance Load time
Vickerse 100 g 180 um 10 s

Vickers hardness values were obtained using the AMHS5 from LECO. This is an automated
device for measuring both hardness at low loads as well as microhardness. It is most used for
the analysis of powder surface metals, evaluating hardness in weldments, determining the
thickness of surface layers, e.g. For the determination of the surface finish after cementation,
nitriding, hardening, boriding or for the determination of the decarburization of a component.
This equipment operates in fully automatic mode, where pixel calibration, correction shading,
alignment, focusing on the surface to be measured and then measuring the hardness. More
information about LECO AMHSS is described in attachment 8.

The first sample that was evaluated on LECO AMHSS was sample 1. The evaluation of
microhardness will be carried out depending on the information obtained from previous
measurements of chemical composition and evaluation of macrostructure and microstructure.
The sample contains an average iron dilution of 2,76 wt% in the coating layer. The
microhardness map that was produced on the sample I is shown in figure 76.

Fig. 76 Microhardness map of specimen with 2,76 wt%

A maximum hardness of 496 HV was found in the alluvial layer. This value was found in the
first layer of the weld material, specifically at the boundary between the layers of the weld
material. The increased value of microhardness is due to the internal stress in the material
caused due to the heat introduction into the material and the subsequent drainage, which in
result caused the internal stress that was measured as microhardness According to the
microhardness map, compared to the previous sample, there are noticeably fewer areas with
such high hardness. This is due to the different welding parameters. The average size of the
microhardness in the welded layer is 198,4 HV.
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In the Base Material, a minimum hardness of 155 HV was measured, which, as in the previous
case, corresponds to the interval according to the material sheet of 16Mo3. The size of the
thermally welded area does not differ much from sample to sample, but it is noticeable that the
sample I contain a smaller areca of material with a higher microhardness value. The highest
microhardness value in the base material reaches 254 HV, which is due to the welding process
that created a mixed structure at the boundary between the layers of materials, which, as in the
previous case, is formed by martensite and bainite, which increases the overall hardness of the
mixed structure.

The second sample that was evaluated on the LECO AMHSS instrument was a sample II. The
evaluation of microhardness was carried out depending on the information obtained from the
chapters on the chemical composition of the Inconel 625 coating and the analysis of the
macrostructure and microstructure. The first sample II was tested. This sample achieves an
average iron dilution in the structure of 4,79 wt%. The microhardness map of the sample is
shown in figure 77.

Fig. 77 Microhardness map of specimen with 4,79 wt%

A maximum microhardness of 482 HV was achieved in the coating layer. This hardness is
achieved in the first layer of the Inconel 625 coating, specifically at the boundary between the
first and second layers of the coating. In figure 71 the increased microhardness is located where
the MIG-CMT arc was passed. Although this method guarantees a small thermally affected
area, it cannot be dispensed with. The increased micro-hardness is caused by the stress in the
material that is created by the heat just delivered, which creates mechanical stress in the
material. The average hardness in the coating layer is 346 HV. This value is influenced by the
higher iron content in the coating layer of the material and the heat supplied to the transition
layer between the different layers of the material. The individual structures of the coating layer
were observed under SEM microscope, but structurally these harder regions do not differ
from the others.

In the base material, the minimum hardness measured was 154 HV. This hardness corresponds
to the Vickers hardness interval according to the material data sheet. The hardness gradient
increases towards the boundary between the materials, where the highest value is 226 HV. The
magnitude of the maximum microhardness was due to the thermal welding of the base material
during the welding of the first layer of Inconel 625. In this region there is a mixed structure that
contains hard phases such as martensite and bainite, which form the main component of this
part and increase the hardness in this region.
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3.8 Analysis of tensile test

The principle of this test is to break the test specimen using uniaxial tension, primarily at an
ambient temperature of 10 °C to 35 °C, to obtain the basic stress and strain characteristics of
the test specimen such as: ultimate strength, yield strength, ductility, and contraction of the
specimen material. Using specific evaluation procedures, the modulus can also be determined
tensile elasticity or proportionality limit. In rare cases, the test may be performed at reduced or
elevated temperatures. Due to structural or chemical inhomogeneity, the influence the results
of this test, therefore care must be taken to ensure the correct location and method of sampling
of the sample. The sample should be chosen so that it adequately characterizes the material as
a whole and to include the properties of the arcas that are most important from a structural or
technological point of viewpoint of view. It is also necessary to ensure that the sampling does
not affect the subsequent the properties to be tested. To comply with these requirements, it is
often necessary to use a larger number of samples. For most tests, the shapes, dimensions, and
processing of the specimen are prescribed by the standard. In most cases, the specimens are
circular, square, or rectangular cross-section. At the ends of the specimens there are called
heads, which are often larger in cross-section than because they are used to clamp the jaws of
the testing machine. This difference ensures that the fracture of the test specimen occurs in the
measured part of the bar, designated Lo. Examples of cross-sections and shapes of test
specimens are available in figure 78 below, showing the type of specimen which has been used
in test. Dimensions of specimen before the test (cross-section and measured length marked Lo
and So) and after the test (cross-section and measured length marked Ly and Svu). [67; 69]

OVERALL LENGTH
DISTANCE BETWEEN SHOULDERS

GAGE
LENGTH
GRIP SECTION
.
T DIA. OR WIDTH-
GRIP SECTION

"REDUCED" SECTION.
Fig. 78 Type of tensile tests specimen [69]

Using the initial measured length Lo, the test samples can be divided into proportional or non-
proportional test bar. For a proportional test bar, Lo refers to the original cross-section of the
test bar So and can be calculated using the equation 3.5. The coefficient of proportionality shall
preferably take the value of 5,65. This is the case when observing the condition where Lo is at
least 20 mm. The calculated Lo should then be rounded to the nearest to the nearest multiple of
5 mm. If this condition is violated, then Lo will be less than 20 mm, a proportionality factor of
11,3 or a non-proportional test bar must be used. [67; 69]

Equation 6 Initial measured length:

L0=k' SO

(3.5)

where: Lg — initial measured length [mm]
k — coefficient of proportionality [-]
So — Initial cross-seciton of the bar to be tested [mm]
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In the case of non-proportional test bars, the length Lo is not related to So and these bars are
manufactured preferably in lengths L =50, 80, 100 or 200 mm and widths of 12,5, 20, 25 or 40
mm. For specimens made of strip, sheet, or flat products in thicknesses from 0,1 to 3 mm, the
following are preferred. For wires, rods, or profiles up to 4 mm thick or diameter, Lo is selected
as 100 or 200 mm. The whole product is usually tested, so the test bar has an unmachined
surface. In the case of strips, sheets, or flat products over 3 mm thick and wires, rods, profiles
with a thickness or diameter of more than 4 mm, widths of 20, 25 and 40 mm and lengths of Lo
80 and 200 mm are used. [67; 69]

3.8.1 Tensile test procedure

Figure 79 shows a diagram with a significant yield strength. This diagram is typical of annealed,
unrelieved steel. Figure 80 shows a diagram with an insignificant yield strength, which is typical
for annealed quenched and tempered steel. Both diagrams are divided into four phases. [67]

IN]

ALy

Fig. 79 Diagram with significant yield strength Fig. 80 Diagram with insignificant yield strength
(69] [69]

In the first phase is a region of clastic deformation where the tested bar elongates in direct
proportion to the increasing applied force. This deformation, which is elastic only, is shown in
the diagram as a straight line. This means that when the applied force is removed, the test bar
shortens to its original length. value. The first phase ends at the so-called limit of
proportionality, which is denoted by Re. In most cases, practical measurements in the laboratory
do not determine because of the difficulty of finding the point where elastic deformation
becomes plastic. [67; 69]

The second phase is located between the proportionality limit and the so-called yield stress,
marked depending on the type of diagram, as Re or Ryo.2. The deformation in this phase is only
plastic and occurs there is a difference between a diagram with a significant yield stress and
one with an insignificant yield stress. The elongation of the tested bar no longer grows linearly
with increasing loading force. As can be seen in figure 73, when the so-called yield strength,
denoted as Re, is reached (in figure 73, the force at the yield strength Fg), the elongation
continues without further increase in the loading force and thus a lag occurs. If this delay is in
a larger section, the force on the upper yield strength can also be discerned in figure 73 Fen and
the force at the lower yield point Fer. In figure 74, the case where the nonlinear deformation
transitions smoothly from the second phase can be seen to the third phase, which is the so-called
inelastic yield stress. In this type of diagram, the second phase is terminated by a contracted
yield stress, denoted as Rpo.2 (in figure 74 denoted by the contracted yield stress Fpo.2). This
strain is commonly given as 0,2 % of Lo and is therefore equal to 0,002-Lo. [67; 69]
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In the third phase, homogeneous (uniform) plastic deformation occurs. The area of this of
deformation begins above the yield stress and ends at the strength limit, denoted as Rm (denoted
in figure 73 as the force at the interface Fm). This phase is characterized by uniform permanent
deformation of the test bar over the entire length measured up to the point where the loading
stress reaches the ultimate strength (Rm) and a constriction, called a neck, is formed. Thereafter,
there is no longer a uniform deformation (end of the third phase), but only the area where the
constriction occurs is deformed. [67; 69]

Phase four starts at the intermediate strength Rm and ends with the breaking of the tested bar.
In this last area, the test bar is no longer extended along the entire measured length, but only in
the neck area up to the breaking point. After breaking the two parts can be brought together

again and the maximum size of the permanent elongation of the test bar ALu according to the
equation 3.6. [67; 69]

Equation 7 Total elongation of the tested bar (3.6)
AL, =L,—1L,
where: AL, — total elongation of the tested bar [mm]

L,, — final measured length after breaking [mm]|
Lo — initial measured length [mm]

3.8.2  Basic evaluated parameters

Ifthe yield strength is exceeded, only plastic deformation of the bar. The bar under test is further
clongated without increasing the load force. As mentioned above, in the second phase, it is
possible to distinguish materials with a significant yield strength yield strength (Re) and with a
non-significant yield strength (Rpo.2). The yield strength can be expressed by the ratio of the
loading of the yield stress to the original cross-section of the tested bar. Equations has been
described below. [67; 69]

Equation 8 Tensile yield strength:
E
R, =— (3.7
So
where: R, — significant yield strength [MPa]
F, —load force [N]
So — initial cross-section [mm?]
Equation 9 Tensile yield strength:

Fpo.2
Ryo2 = .I;'_ (-8)
0

where: Ry, — insignificant yield strength [MPa]
Fpo.2 — load force [N]

Tensile strength Rm is a contractual value which can be expressed by equation (3.9). It is the
proportion of the maximum measured loading force during the test and the initial cross-section
of the bar to be tested. [67; 69]

Equation 10 Tensile strength:
E, (3.9)
" S
where: R, — tensile strength [MPa]
F,, — maximum load force [N]

Rin
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Ductility A refers to the relative elongation of the bar under test, expressed as a percentage of
the original measured length. The relative eclongation can be calculated according
to equation (3.10). [67; 69]

Equation 11 Ductility:
(3.10)

Lu - LO
Lo
where: A — ductility [ %]

A= -100

Contraction Z indicates the percentage ratio of the difference between the original and final
cross-sectional area (after breaking) to the original cross-section of the bar under test. This ratio
is shown in equation (3.11). [67; 69]

Equation 12 Contraction:
(3.11)

SO - Su
So
where: Z — contraction [%]
S,, — final cross section [mm?]
S, — initial cross section [mm?]

Z= - 100

3.8.3  Results of tensile test

In tensile testing, the yield strength and ultimate strength of 16Mo3 base material samples and
Inconel 625 coated 16Mo3 base material samples were evaluated. Three specimens are with
Inconel 625 overlay with iron dilution of 2,76 wt% as determined by chemical analysis and
16Mo3 base material. The other three samples are 16Mo3 base material only. The samples were
prepared on a plasma cutter. Since the values to be determined are yield strength, ultimate
strength and maximum loading force and ductility is not required, the specimens are notched to
better indicate the crack at a specific location on the specimens.

ZD40 hydraulic testing machine was used as the testing equipment. The test rig is
multifunctional as it can perform tensile, compression and bending tests up to 400 kN. It is
equipped with an EDC 60 control unit. The machine parameters are further described in
attachment 9.

The first material tested was the base material 16Mo3. Three samples were tested. The values
found were yield strength, tensile strength, and maximum load force. The values obtained were
entered in Table 19.

Table 19 Parameters of 16Mo3 steel

Parameter Unit 2.1 2.2 2.3 average value
Tensile strength R, [MPa] 526 524 526 525
Tensile yield strength R, , | [MPa] | 405 397 414 405
Maximum load force F, [N] 47316 | 45886.4 | 44964.8 460557

The average values that have been calculated from the values found in the work are compared
with the values from the material sheet in attachment. 1.The yield strength and the ultimate
strength are within the range given in the bill of materials. The progress of the individual
measurements is included in the chart 2. The vertical axis shows the stress calculated from the
maximum loading force divided by the original area of specimen.
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Chart 2 Tensile test graph of samples of 16Mo3

600

o [MPa]

4

I [mm]

5 6

In the second case, samples with a coating of Inconel 625 were tested. Three samples were
tested as in the previous case. The obtained values of yield strength, tensile strength and
maximum load force were recorded in Table 20.

Table 20 Parameters of specimens with welded layer

Parameter Unit 1.1 1.2 1.3 average value
Tensile strength R, [MPa] 684 622 655 654
Tensile yield strength R, , | [MPa] 532 461 498 497
Maximum load force F, [N] 508428 | 67875,2 | 82320,8 67012.9

In this case, a plot of the individual voltage dependence on elongation was again created and
entered the chart 3. The average values of yield strength and ultimate strength were also plotted.
As in the previous case, the stress is recorded on the vertical axis and is calculated as the
maximum loading force divided by the half surface area of the specimen. Each chart of tensile
test is shown in the attachment 10.

Chart 3 Tensile test graph of samples with welded layer

800
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4 CONCLUSION

The focus of the research part of the thesis was the analysis of designs created using welding
parameters in the form of synergies recommended by the supplier of welding resources. The
results obtained from the analysis of the chemical composition served to verify the correctness
of the use of each welding parameter. The average value of the dilution of the weld layer with
iron reached values of 2,76 % and 4,79% for the individual samples. For practical use, the lower
the iron content in the structure, the higher the lifetime of the coating layer.

The analysis of the macrostructure served to determine whether the parameters used produce a
surfacing of sufficient quality and to determine the amount, size of defects and to identify arcas
for the evaluation of the material microstructure. The macrostructural defects were in the form
of pores that were formed during the welding process. A reduction in the number of defects
could be guaranteed by changing some welding parameters. The resulting size of the thermally
affected area did not differ much from each other, reaching an average value of 1,38 % and
1,37 % for the samples.

The microstructure was mainly evaluated to see how the material behaves during the two-layer
welding process. An important piece of information was the shape of the dendritic structure
when thermally affected during the welding process. The mixed structure was observed in the
base material and the transition to the base material, which was without thermal influence,
where the ferritic-perlitic structure was found. The defects were also monitored to determine in
what form they are found and whether they influence reducing the life of the coating. The
information obtained from the analysis of the chemical composition and microstructure of the
material was used in the microhardness test.

Microhardness maps were produced, and it was found that the specimen with higher iron
content in the structure and therefore using different parameters achieved higher internal
stresses, which was found to be higher at the boundary between the layers of Inconel 625. The
highest value of microhardness of sample I was in the coated layer 496 HV, and in the base
material 254 HV. The average value was 198,4 HV and minimum value in base material was
155 HV. In the sample II was the highest value of microhardness in coated layer 482 HV and
in base material 226 HV. The average value was 346 HV and average value was 226. The
differences are small, but the residual stress is different due to welding process parameters.

Tensile testing was chosen as the last test. Here the task was to determine the magnitude of the
yield strength and ultimate strength of the base material and the combination of the base
material and the superstrate. Tensile diagrams were produced, from which it was immediately
apparent that the specimens with a coating layer achieved higher values. For the base material
16Mo3, the yield strength and ultimate strength averaged 405 MPa and 525 MPa respectively.
For the Inconel 625 coated samples, the yield strength and ultimate strength values were 497
MPa and 654 MPa respectively.
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As Ductility %
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F Force N
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k Coefficient of proportionality -

Lo Initial measured length mm
Ly Length of the first diagonal mm
L2 Length of the second diagonal mm
La Average length mm
Lu Final measured length mm
n Number of measurements -

R Electrical resistance Q
Re Significant yield strength MPa
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T Temperature °C
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Attachement 1

Chemical composition of steel 16Mo3

16Mo3

Heat-resistant pressure-vessel steels

Material no- 15415
according o OIN EN W28-2
Tensile strengtholass B

Mechanical properties®!

Hom. thick e mmm  Yield streagth Res in HPa

General

These steal grades are characterised by a
good weldability. They am used above all for
mizriirfacturing boilers, pressure vessels and
pipas transporting hot fguids.

The user of thase sieel grades must make

=16 275
=16 =2

Tengile stength Ry in MPa
iyl - 580

Total efongation & in %
217

Temperature in °C Notch impact enengy*in J

sure that his calculstion, designand proces- + i =3f
singmethodsare appropriste forthemate- 0 Ay
rial. The grades of thiz zaries otfer good oold -l £
and hot-forming properties.
Test “fighd point at el temp- R MPa
tempersurein® = 16 mm = i mm
Chemical composition?! 50 2773 =76
{im parcent by weight] et} =14 =15
150 =250 =205
min-in % max-in % i 2233 =2
C [ (i) 350 2113 =2
S L] 3oa =134 =100
Hn (L] .50 i) 1] =112
P 0025 K =154 =158
5 0.0 450 =147 =145
N ooz _ 500 214 =15
Cy o3
C1 30 &) Trarsaerse samples, normalised
Mi 03 5| Average vatues of 1 samptes: ane individual sl may
Ma 05 035 Fall shart af 1%z required minimew valoe by eat mare

Tj Hzot analysiz
2} The Ml-cantent of the meking is to determine and in
imdicate in the certificatian.

31 lower Ce-coadest and @ maximsm tis conten may
b mgreed in the order, e g with respect to Farmabilisg,

SALZGITTER
FLACHSTAHL

B Suminar of 150 Baiegiier dremn

(:

than X3 %, The sample width thall equal the prodazt
\aFchaess il the latter is between & and 10 mm. The
tests are perfarmed by ugiag samples similar to
Charpy-¥ zamples. The valers specified in the table
mbane me to e reduced propartianedy ta the somple
widti.

Bl & valex can beagqreed oa in the request and onder.

SALZGITTER
FLACHSTAHL

A Rembor of the Salzgitter Group

Welding

The steel grades of this series may be weal-
ded by meanz of the vauzl welding tech-
nigues.

Condition of delivery. scope of
testing and certificate

Tha provizionsz of IINEN 10028-2, chapters
B_2 and @ shall apply for delivery and inspec-
tior. The steal grade 16Mol iz dafiverad in
the a=-robied condition; the test i carried
out on simulating heat treated samplas{nor-
mialised).

Test cartificates according to DIN EN 10204
canbesuppledas fullows: EOP. rematedata
tranemission, fax, e-mail, paper.

Sﬁt‘tﬂﬂlﬁ'ﬁlﬂﬂﬁrﬂ]ﬂ"ﬁ::nhﬁmnmmﬂ: 98§ 38738 Sabeginter
PR 40Ty 53 4 1 38 20§ FAX -40{053 412185 56 f MAN finchs=ahlgeatryitter-ag e

wvw sadrgitter-flachstahl de

Salwgitter Flachstahl Mo Seite 1von 2 Stand: 08/2002
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Attachement 2 11
Chemical compostion of AX 625

ALUNOX ’lN

walding alloys oroup

AX-625
AX-2.4831
EM IS0 18274 S NI 6625 (NICr22Mo9ND)
‘Werkstoff-Nummer 24831
AWS AS.14 ERNICriio-3
Anwendungsgebiet

Schweilstab/Drahtelektrode aus Nickel-Chrom-Molybdan-Legierung zum WIG - bzw. MAG-Schweilen
von artgleichen und artahnlichen Nickelliegierungen, kaltzahen Nickelstanlen und artverschiedenen
Verbindungen for Betriebstemperaturen bis 1000°C; kalizah bis -196°C.

Besondere Hinweise

Sauberkeit des Werkstackes im Schweifnahtbereich ist Voraussetzung for eine rissireie Verbindung.

Bei donnen Blechen und bei Wurzelschweitungen ist Unternahtschutz erforderlich. BeiV- und X- Nahten
sollte der Offnungswinkel mindestens 70° betragen. MIG — Drahtelekirode bevorzugt im Impulslichtogen
verschweiBen.

Wegen Versprodungsgefahr zwischen 800 und 850°C ist dieser Temperaturbereich zu vermeiden.

Zusammensetzung des SchweiBstab/Drahtelektrode (Richtwerte in %)

Ni C Cr Mo Mn Si Nb+Ta Fe
Bal. 0,02 22 9.0 0.2 0.2 34 1,6

Wichtige Grundwerkstoffe

Nickel-Chrom-Maolybdan-Legierungen, z.b. NiCr 22 Mo 9 Nb (2.4856), NiCr21Mo (2.4858), NiCr22MoeCu
(2.4618), NICr22Mo7 Cu (2.4617), X1NICrMoCuN25-20-7 und ihre Verbindungen mit un-, niedrig- und
hochlegierten Stahl'Stahlgu sowie for korrosionsbestandige Plaitierungen. Kaltzahe Nickelstahle, z.B.
X8Mi9 (1.5662) und Schwarz-WeiB-Verbindungen fur Betriebstemperaturen Ober 300°C.

Inconel 625, NiCrofer 4221hMo, Hastelloy G, Hastelloy G3, Incoloy 800, UNS NOBE25, UNS ND8B25,
UNS N0B926, UNS NO8904

Werkstoffeigenschaften
Schutzgas Argon Mechanische Gltewerte des
Warmebehandiung unbehandelt SchweiBgutes nach EN ISO
Priaftemperatur 20:C 157921

0,2%-Dehngrenze Rpaz [MPa] 500

Zugiestigkeit Ry [MPa] B0

Dehnung A (L= 5dy)% [%] 35

Kerbschiagarbeit Av [J} 110

Anwendbare Schutzgase (EN ISO 14175)
WIG: Argon 1, MAG: M12 {Ar+30%He+0,5%C0;), Ar+28%He+2%H+0,05%C0,

Zulassung

{Aktuellen Umfang bel Bedarf anfordern)

Lieferformen
Spulen & mm 0.8 1,0 1,2 1.6
Stabe @ mmx 1000mm 1.6 20 2.4 3.2

Weitere Abmessungen auf Anfrage

Stand (22013
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Attachement 3 1/1
Welding procedure specification — WPS
VUT FSI WPS waiding Precadurs Specificatlon persNesl. WPS-0001 s
BR&D cpecifilkaca cvalovanihe pociepo |remCuney 20.4.2003 [ g 1M
Welding Procecs/Medoda: = 135 C SupporiagiEouvise ] WP AR
Tiee of WaadTip s BEW AriarecisRoee
s P ten HA
vt
s e emori -2
[Ezce metal | Zakladni materlal:
Waarait TEMOZ [ 1 ThckwasToskts T mm Cumids D AEs % ma
et LA L 1 ThckeasTokts T T s D Al 5 o
e dnas EN 10a28-2
Filier Mazerial | Svafovaol material: Gas | Foyn: o] e L Ty
S aralane EN 130 15274 £ ki wwar i Crondgon HEAQG 18 &
| anftince Sa gl s i HA WA ¥
| s e ALUROY BX-82E i Trailing Tioasmiod i H.A H.A. i
S dant e 2 with £3K EN 120 14176
Cewrin 18 ok e
e T M.A
fovpang o 7 . St wvat cnat OHA 3 Pocltian | Pamios:
b= ot canind e K vecraDio dic e PG 2
GaM EN 120 8847
e ]
Waiding dequences /| Pociup cealovinl Jodrt Deelgn | Twar cpajsc
Franeat | Fledehisy:
|rranans Taow Tacios pecehies | imepean | Poat imstingTaties Coiing Atar W Dt 50 1w | Toew: oot wnkne Saman s
H.A T e 160 T | HA T k il alr
kligny vzduoh
Foot Wald Haat Treatmanl ! Tepeing rprasevinl po cwalovint
TapeTae: | T Taicm | Tt Mg T A -
- min o on
[Tacnnique | Teahnika cvafcvani
R e T MA mn T Troe o el Tea touasiy i Giring - roved E:
|rigs Frecarmson e i ML iWaaiog ¢ Renbe + YEE 1
Jinsos cf 2 mmng et el meohandoal | mecharioky FuinegF i I OMA &
s of Dk Gasgivgtriicrin it MLA DaciarisaTasino 1 HA H
reren oo e
Welding Paramaters 1vdmua:i:~ammd<ry:
=] Frosan i M S T At TrpaePrary [rr———— [Ey— [y p— e ———
] b it Camfasint g ] " i Rych! s rebuin] | Pyobionr oo fomsbuk
1 13 1.8 ALUIMNDE AX-338 [ 130 7 & 2.7
2-mn 136 1.8 ALUINDGX Ax-338 D= 130 17 B4 w7
Femarks | Fozndmiy
[Tack weiding shad be perormed accomance with WFS,
Mot Peening during amd afler weiding.
Frapaes (ams D Sgnansss Apprmivss (uas Dass Sgnane
P e, simsn. pocral Bc. Daniel Chrast 2042023 g Y Ing. Jaresiay Kobitek, WE
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Attachement 4

172

Technical specification of ARL ISpark

\

Optical Emission Spectrometer

The Thermo Scientific™

ARL iSpark™ Series is a high-
performance optical emission
spectrometer platform based on
the famous Thermo Scientific
one-meter vacuum PMT optics
and innovative technologies. The
ARL iSpark Sanes answers the
needs of the different market
segments of the metallurgy and
brings an optimum sclution for
everyone. If offers high accuracy,
sensitivity, precision, stability and
rediability.

ARL iSpark Series

TEGHNICAL SPECIHICATIONS

PMT optics

s {One meter Paschen-Runge mounting vacuum spectrometer

s Special cast iron body, temperature controlied at 36 °C £0.1 °C

* Primary optics: heated focusing lens made of MgF,, CaF, or fused silica,
depending on application

»  Huled gratings: 1080, 1687 or 2160 grooves/mm, appropnately sefected
for the analytical task

»  Primary slit width: 20 ym

*» Secondary skt width: 25, 37.5, 50 or 75 pm

* Lp to A0 photomultipler tubes (PMT) detectors

s PMT= 2 28 mm, sde-on-type, 10-stage, windows: MgF,, UV glass, borosilicate
glass or synthetic aiica appropriately selected for the spechic wawelength

+  \Wavelength range depending on grating and diffraction order, selectsd
for optimum resolution and sensitivity

+ Diffraction order selective filters in front of PMT= for graings with 1080
and 1887 grooves/mm

Spark stand
»  Stand cover with ergonomic design for easy cperation with mawamal
operator security

»  Mawmal sample size: 250 mm width x 250 mm depth x 150 mm height,
maximal weight 10 kg

ThermoFisher

SCIENTIFIC
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Attachement 4 2/2

Technical specification of ARL ISpark

= Sample clamp with ergonomic design

*  Wear-resistant stainless steel analysiz table with
quick fastening system; no tools needed for
aszembly and dismanting

»  [esgn aflowing argon savings and reduced mamtenance

=« Smart Argon Management {SAM) with programmable
argon fliows and argon saving ECOmode

# Argon flows can be different for each phase of the
analytical sequence (fush, pre-burmn, integration).
Optimized for each applcation, between 2 to & Vmin
{typically 3 Ifmin) n analy=sis and 0.4 /min n stand-by
requiring the minimum argon consumgtion

= Argon pulses atter analysis for improved dust
evacuation and instrument autonomy

» FElectrode: @ 1.4, 4 mm or pin electrode according to
application; 2 mm analytical gap

Control electronics

*  |nstrument master control board (IMC) controlling
all spectrometer functions, data flows and
communication with OXSAS analytical software

Spark generator

» inteliSource, current controlled, double current
source [i.e. a double CCS) for high shape flesabality
and reproducibility

» \Veciored spark shape definition, up to 200 A and
2500 p= single spark duration

s  Spark shart-circuit {DIS0C) to improve spark repeatshility

Acquisition electronics and algorithmics

» Programmable high voltage settings: -300 to <1000 V
for each channei

= For each channel:

- Very low noize ime gated differential integrator
allowing PMT dark current and electronic offset
subtraction

—  TGA (Time Gated Acquisition), a ultrahigh
precison (100 ns) TARS from 2 to 8000 u=

— ADC bit depth: 20 bits

—  55A (Single Spark Acquisition) and storage

— FAST {Fexible Acquisition STart/stop) algonthm,
for uzage of optimal engle sparks subsets

= DISIFE (Diffiuse Spark Intenaity REmoval) algorithm
for improved accuracy

Find out more at thermofisher.com/ispark

BT Theims Fisher Soerilfic . AF fghls ressred. Al lademaiks are e pioparty of Thesma Fister Scisalific. Thia
information & preastled 4a a6 =aimpke of the apabiities o Thefmo Flshe' SdamBc products. 1 K nal Inlendsd 1o stcaiiage
uss of [hess products i any manner thal might infringe fe ntsllectia| rogerty fights of ofers. Specicslion, leme and pridng

= Spark-DAT methods for determination of =clubls/
insoluble concentration and for inclusion analysis

Vacuum system

»  Hotary pump for wavelength range down to 170 nm
with speed control for reduced electncal consumption

+  Membrane pump combined with molecular pump for
operation down to 119 nm

Dimensions and weight

= [Dimensions: 1750 m length x BE0 m width x 1200 m
height (inches: 688 x 33.9x 47.3)

s Weight: approoc. 500 kg net (1100 fhs), 570 kg with
paliet (1260 lbs}

Requirements

*  Ambient temperature: 168-30°C (B2-85°F); maximum
rate of change +5°C/hour

e Pelative humidity: 20-80%

s \oltage 230 V (+10% to -15%), single-phaze with
protectve ground (2.5 kVA regulator required if
fluctuations exceed +10%)

= Current: 10A, including PC, screen and printer

*  Frequency: 50 or 60 Hz

= Grounding: < 1 Ohm

*  Argon: > 99.998% maximum 5 ppm coygen
{maximum 2 ppm oxygen for samples with high
Si content). Optional argon purifier avalable and
recommended for low carbon analysis. For VUV lines
[carbon, nitrogen, oxygen, chlorine, hydrogen), argon
purifier recommended

Consumption

+ Hecincal power: 1 kKA

= Argon: typically 3 F'min, during analysis, 0.4 K'min in
stand-by and down to O I/min in ECOmade

Compliance to norms

o 2006/95/EC: Low Voltage Directive (LV)

s 2004108/EC: Electromagnetc compability (EMC)

s 2011/65/EL): Restriction of the use of certain
Hazardous Substances in Electnical and Electronic
Equipment (FoHS}

s 20M2H19EL: Waste Hecincal and Hectronic
Equipment (WEEE)

ThermoFisher

SCIENTIFIC

ane silject in change. Mol sl prodicis are svalabin n ol courfrles. Please consull yourt locs] salss tepresentsiive lor detnll.

PE41207-EN 0917
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Attachement 5
Chemical composition of welded layer
[

172

Run Info|
Element] c[ si| s[ P Mn] o Mo| V] cuf i Col | B[ Nb[ Ta[ | Fe| | 2
Channel| co2 1] sio1_1] _so1_1| _Po1_1]| mMn03 1] cros 1] Mooa 1] vo3_1| cuos_1| wo7_1 03 1| _coo1 1| a7 2| Bo1_1] nbo7 1| Ta0a 1| mgo1 1| Feo7 1| snoz 2| zr03 1|
Type| NS NS NS NS NS NS NS NS NS INS INS NS NS NS INS INS NS NS NS
Uni] % % % % % % % % % % % % % % % % % % % %
Runi[ 2 6033067 003239 008569 000335 0,00452 0003 2042642 857455 001691 002194 001688 017338 00182 005123 000204 332614 0.0169 001013 683676 000375 000074
Run2[ 2__ 606525 00331 008629 000349 0.00466 0.04746 20,6002 5.66812 001602 002138 00178 017654 001926 004847 000206 3.36276 0.01639 0.0103 618857 000337 000046
Run3[ 2 6018568 002959 008753 000333 0.0043  0.0501 20515 857408 001694 002193 0.01667 0.1728 00169 005627 000204 33213 0,01574 001014 689661 000362 -0,00067
Grade High 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Average| 60,38962 003193 008723 0,00339 0,00449 0,043 20,5139 80558 00159 002175 001711 017424 001889 005166 000204 334339 0,01569 001021 664065 0,00358 -0,00062
Grade Low 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
SD) 0238928 0002149 001226 0,000085 0000095 0001601 0,086934 0,054161 0,000057 0,000319 0,000603 0.002016 0,000368 0003421 0000011 0034164 0000288 0,000123 0392651 0,000193 0000149
673 141 25 211 32 042 063 035 147 353 116 1% 66 08 102 183 591 54 2399
0,004363 0,004487 0,000444 0,000423 0,003759 018808 0,119938 0,001347 0.001336 0005001 0005985 0,003099 000695 0000197 0,068869 0,002737 0,000789 0.788298 0,003899 0.001126
0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
&l si [ o[ Mn] of Mo| Ol cuf Cof | B[ Nb| Ta| Mg Fe| s 2]
co2 1] _sio1_1] so1_1] _po1_1| mno3 1| cros 1] mova 1| vos 1| cuos 1] wor 1 coo1_1| Aio7 2| Bo1 1| Nb07_1| Ta04 1] Mgo1_1] Feor 1] snoz 2| zr03_1|
NS NS NS NS NS NS NS NS NS NS NS s NS NS NS NS NS NS NS
% % % % % % % % % % % % % % % % % % %
Run1 2 6786384 0.17899 00809 0.01308 0.00574 0,020 3016763 410392 000468 000447 0,02635 033652 0.01827 001912 000446 693577 000848 001042 039297 0.0015 -0.04058
Run2[ 2 6129415 002626 0,08643 0,00351 000438 004021 2092084 875161 00161 001905 001673 0.1769 0.01949 006289 000205 341124 001388 001031 512892 0,003 -0.00026
Run3 2 6176448 0,0266_0,08519 000363 000436 003675 21,10534 8,90109 001614 001801 001759 018113 00197 005137 000207 347747 001317 001043 426293 000257 -0,00001
Grade High 0 0 o 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Average| 6063495  0,06491 0,08418 000066 000174 003385 2337448 760628 001321 001499 000569 021795 001006 004337 000265 4730627 000783 00102 357665 000169 -0,01034
Grade Low 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
SD) 1857833 0,076061 0,002368 0,008283 0,004993 0.009143 4524952 2336885 0,005688 000703 0,021391 0,079068 0,018688 0,016208 0.001209 1753326 0010886 000037 2153264 0,002169 0,020161
SD%) 3.06 M9 281 126874 28639 2701 1936 3072 4306 4688 37686 3628 1677 33T 4671 4072 13894 363 602 12628 19601
U(95 %) 0 0152124 0,006041 0,016572 0,009995 0016392 9,050307 4,673859 0,011455 0,014112 0,043073 0,156211 0.037897 0032437 0002426 3506671 0,021935 0,001054 4306754 0,006378 0.040336
Last SCT Value| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Nom. SCT Value| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Run Info|
Element] [ si| of P M| of Mo| v cuf il co Al | Nb| Ta[ Mg Fe| | 2]
Channel co2 1| sior_1] _so1_1] _po1_1| mno3 1| cros 1] moos 1] vo3 1| cuos 1| wor 1| Tio3 1] coo1 1| awr 2| Bo1 1| nbo7_1| Ta04 1] mgo1_1| Feo7 1| snoz 2| zw3 1|
Type| WS NS NS NS WS NS NS NS NS s NS NS NS NS NS s NS NS NS WS
Uni] % % % % % % % % % % % % % % % % % % % %
Run1 2 613683 _ 002761 008618 000363 0,00438 0,03883 21.07113 6799 001632 001889 0.01766 017908 002032 00619 000208 343123 0.01351 _0,0103 462574 000295 000038
Run2[ 2 6297691 002517 008679 0,00367 62 0.03075 2140265 699638 64 001661 002022 018202 054 005903 0.00213 3.50002 0.01211__0.0108 263178 000243 0
Run3| 2 61433% 00275 008825 000362 0.00452 0,04047 2103529 679017 001648 0,01956 0,01912 0,17851 002041 005967 000211 342554 00141 001042 480485 0,00258 000044
Grade High 0
Average| 6192719 002676 008708 000361 0,00451 003668 2116969 886201 00164 001802 0019 017987 002042 006023 000211 345226 001324 001051 406746 000265 0,003
Grade Low 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
0909724 0,001379 0001077 0,000033 0000118 0,005205 0202542 0,116454 0,000084 0,002113 0,001268 0.001881 0,000112 0001547 0000023 0041455 0001018 0,000258 1260698 0,00027 0000195
147 515 124 09 262 419 09 131 051 1172 678 105 08 267 108 12 769 245 3084 1019 6459
0 0002844 0004331 0,000415 0,000445 0010593 0411901 0238654 0,001363 0,004392 0,005473 0,005848 0.003016 0,00337 0000201 0083375 0003362 000091 252185 0,004247 0,001
0 0 0 0 0 0 0 0 0
0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Element] [ si s[ P Mn[ o Mo] il cu] w[ il o | B[ Nb| Ta| Mg[ Fe| S| 2]
Channel| co2_1] sio1_1] _so1_1|__Po1_1| mno3 1| cros 1] moos 1] wo3 1| cwos 1] wor 1| Tios 1| coo1 1| aw7 2| Bo1_1] Nbo7_1] Ta0a 1] mgo1_1| Feo7_1| sno2_2| zr03 1|
NS NS NS NS NS NS NS NS INS INS INS INS INS INS NS NS NS NS NS NS
% % % % % % % % % % % % % % % % % % % % %
2 6168052 002835 008737 000365 000455 003965 2095618 681450 001616 0.0189 00189 0.17868 002001 005291 000211 342916 _ 0014 00106 462108 000275 000016
2 6206835 002711 008475 000358 000451 0.03799 2113341 572428 001628 00183 (001793 0.1787 002005 005326 000206 339207 00135 001053 418559 000266 0,00003
2 6572688 005281 007735 000048 000242 003399 1979571 7,9351 001094 001139 0,0074 026637 000586 004119 000184 344719 000971 000906 260152 000087 001276
Grade High 0 0 0 0 0 0 0 o 0 0 0 0 0 0 0 0 0 0 0 0 0
Average| 6315858 003609 008317 000225 000383 003721 206301 849146 001446 001622 000982 020458 001531 004912 0002 34228 00124 001006 380273 0,00209 -0,0043
Grade Low 0
SD| 2232645 0014494 0,00578 0,002362 0,001221 0,002912 0728327 0.48358 0003048 0,004187 0,014925 0,044848 0.008179 0,006873 0000141 0,028102 0,002343 0,000873 1,062624 0,00106 0,007332
SD%) 353 40716 623 10499 3188 783 363 669 2108 2682 16193 2182 6343 1399 702 082 1889 668 27.95 6062 17059
U(95 %) 0 0028997 0.011017 0.004741 0002472 0006145 1458444 0067738 0,006242 0,008462 0.030256 0089621 0016634 0,013799 0,000343 0,056879 0.005396 0,001901 2126141 0,004947 0,014706
Last SCT Value| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Nom. SCT Value| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Element] [ si] S| o[ wn[ of Mo Vv cuf [ co] Al 8] | Ta mg[ Fo sn z
Channel co2 1| _siot 1| _so1 1| _po1_1] mno3 1] cros 1] moos 1| vo3 1] cuos 1] woz 1| Tios 1] coo1_1] w7 2| Bo1 1] Nbo7_1] Tav4_1] Mq01_1] Feo7 1| Sn02 2| zr03 1|
Type| NS NS NS NS NS NS NS WS NS NS NS NS NS NS NS NS NS NS NS NS
Unit] % % % % % % % % % % % % % % % % % % % %
Run 1| 2 63.29475 004168 0.08855 000381 000414 003076 21.25673 901371 001776 001727 001874 (0.18635_002149 005561 000212 349375 001153 001085 242753 0,00152 0.00123
Run 2 2 63.64926 005422 009035 00041 000405 002666 2167262 926722 0.0179 001503 001816 019164 002218 005417 000216 362968 001061 001063 146686  0.0011 0.00202
Run 3/ 2 63.64066 006316 0.08326 000401 000377 002823 2140937 89707 00179 001642 001579 0.18608 002177 005435 000208 341386 001106 001086 214283 0.0019 0.00195
Grade High 0
Average| 6346155 005302 0,08742 000357 000399 002822 2141298 908388 001785 001624 00175 0,18803 002181 005471 000212 351243 00107 001085 200908 0,00151 0,0073
Grade Low| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
SD) 014452 0,010786 0,003702 0,000146 0000191 000255 0158078 0.160231 0,000083 000113 0,001562 0.003131 000034 0,000784 0,000041 0.109116 0000463 0,000017 0.498967 0.000401 0000436
SD% 023 034 423 367 48 904 074 176 046 69 89 167 158 143 194 311 419 015 2484 2661 2513
U(95 %) 0 0021562 0006303 0,000503 0.000644 0.005465 0326102 0,324744 0,001353 0.002564 0005767 0007745 0.003082 0.002014 0000212 0218412 0,002832 0.000752 0.99867 0004842 0,001386
Last SCT Value| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Nom. SCT Value| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 o 0
Element] [ si[ o o[ Mn] of Mo| [ cuf W] i Cof | 2l Nb[ Ta| Mg| Fe| s 7|
Channel coz.1]|_sior1] _so1_1] _por_1] mno3 1] cros_1] moos 1] wo3 1] cuos 1] wor 1| Ties 1| coor 1] a7 2| Bo1_1] weor_1| Tavs 1] mgo1_1] Feor 1] snoz 2| zr03 1]
Type| MTX NS NS NS NS NS NS NS NS NS NS NS NS NS NS NS NS NS NS NS NS
Unit] % % % % % % % % % % % % % % % % % % % % %
Run 1| 2 6211382 00925 008868 _0,00486 0.00455 0.03566 2136429 93186 0.01711 002758 001976 018953 002245 005075 0,00212 364059 001129 001198 298143 000161 0,010
Run 2 2 626032 0050% 008463 000372 00041 002932 2161845 910097 0.01692 001651 001514 0.18453 002073 004854 00021 357988 001109 001014 259745 000125 000105
Run 3 2 6251753 005173 0.08772 0,003% 000406  0.0266 2177908 908168 0.01691 001675 00159 0.18431 002095 004869 000211 359697 001098 001003 25195 000134 000116
Grade High 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Average| 6241145 006483 008701 000418 000424 00312 2158727 916708 001698 002028 001634 018613 002139 004933 000211 360581 001112 001072 269946 00014 0,00109
Grade Low| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
SD| 026146 0,023972 0,002112 0.000601 0,000271 0,003885 0,209148 0131674 0,000112 0,006323 0,002476 0002953 0,000928 0.001231 0000013 0,031303 0,000155  0.001094 0,247284 0,000187 0.000061
SD%) 042 3698 243 438 641 1245 097 144 066 IAT 1462 159 gz 064 . 14 1021 916 134 564
U(95 %) 0 004795 0005654 0,001271 0,000664 0.008013 0,425244 0268383 0,001361 0.012701 0,006935 0,007448 0,003532 0,002737 0,000198 0,063255 0002694 0,002314 0,496093 (0,00485 0001086
Last SCT Value| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Nom. SCT Value| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Element] [ si[ s[ P[ M| of Mo| [ cuf w[ [ co | B Nb| Ta| Mg| Fo| s z|
Channel co2 1| sior 1] so11] poi_1] mn03 1] cros 1] moos 1] o3 1| cuos 1] wor 1| i3 a| covr1| awz 2| Bot_a| wbor 1| Tava 1| mgo1 1] Fe07 1] sn02 2| zr03 1|
Type| NS NS NS NS NS INS NS NS NS NS NS NS NS NS NS NS INS NS NS INS
Unit] % % % % % % % % % % % % % % % % % % % % %
Run1[ 2 6269007 002663 008728 000364 000459 (003382 2131772 889048 001667 0.01773 001978 018017 002063 005442 000212 347518 001288 001075 3.13331_0,00189 0.00024
Run2[ 2 6266494 00274 0.08752 000366 0.00458 0.03243 2137565 894386 001672 00165 001967 018144 002062 005331 000212 351403 001251 001067 3.10992 0.00194 0.00051
Run3[ 2 632859 002646 0087 000377 000464 002903 2164005 900288 001691 00153 00207 016252 002129 00531 0,00215 352182 001192 001091 216068 0,00166 0,009
Grade High 0 0 o 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 o 0
Average| 6284699 002683 008727 0,0039 00046 003176 2141114 894574 001677 0,01652 002005 08138 002084 005371 000213 350368 001243 001078 28013 000183 0,00055
Grade Low|
SD 038527 0,000501 0,000261 0,00007 0,000035 0,002464 0,115333 0,056226 0,000126 0,001191 0,000565 0,001176 0,000382 0,000611 0000019 0,024984 0,000483 0,000124 0564921 0,000148 0,000328
SD% 061 1.67 03 188 076 776 0s4 06 075 721 28 06 183 114 088 071 38 115 1981 81 5962
U(95 %) 0 0001219 000379 0000432 0,000382 0.005303 0,242781 0123995 0,001366 0,002672 0,004947 0,00507 0,003102 0,001749 0,000199 0.050749 0002845 0,00079 1,110543 0.004611 0001264
Last SCT Value| 0 0
Nom. SCT Value| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 o 0
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Chemical composition of welded layer
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Run Info

Element] Nit q sif o Ma| o] Mo v o w[ | cof Al 8] Nb| Ta| Mg Fel Snl 2]
Channel Matrix] coz_ 1| sio1 1| _so11] Por_1] mno3 1| cros 1] moos 1] o3 1| cuos 1] woz 1| Tios 1] coo1_1] awz 2| o1 1| moo7 1] Taos 1] mgor_1] Feo7 1] snoz 2| zr03 1
Type| MTX INS INS INS INS INS INS INS INS INS INS INS INS INS INS INS INS INS INS INS INS
Unit| % % % % % % % % % % % % % % % % % % % % %
RIII|1' 2 6218244 0.02698 008623 0.00367 0.00462 003538 2117198 880739 0.01673 001744 00194 017912 002047 0.05421 000211 343608 0,01326 001063 3,90895 000234 0.00056
Run 2 2 628489 002659 008733 000368 000453 0,03233 2135084 892693 001679 0.01666 0.02015 018092 002068 005514 000213 347174 001262 001086 289997 000182 0,005
Run 3| 2 6220309 00304 008706 000368 000469 003584 211535 884242 001669 001756 001973 018032 0,02042 005965 000212 346377 00133 001078 383122 000259 0,00057
Grade High| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 o 0
Average| 62,41148 0,02799  0,08687 0,00368 0,00461 0,03452 21,22844 885891 0,01674 0,01722 0,01976 0,18032 0,02052 0,05633 0,00212  3,4572 0,01303 0,01075 3,54671 0,00225 0,00055
Grade Low| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 [ 0
sD 0378961 0002092 0,000572 0.000005 0.000084 0001906 0.114172 0.061452 0.000049 0,000489 0.000373 0,00104 0000134 0,002305 0,000003 0.016744 0000439 0,000117 0561446 0.000391 0000039
SD% 0.61 747 0.66 013 1,82 5,52 0.54 0,69 029 2,84 189 0,58 0,66 5,16 042 0,54 337 1,09 15,83 17,36 712
U(95 %)) 0 0,004241 0,003927 0,00041 0000412 0,004286 0.240312 0,133471 0,001346 0,001551 0,004877 0,004941 0,003019 0,005951 0,000197 0.038446 0,002816 0,000786 1,123754 0,004463 0.001084
Last SCT Value| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 o 0
__Nom. SCTValue| 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 ] 0

Ni Cr Mo Ti Nb Fe

63,29475 21,25673 9.01371 0.,18636 3.493756 242753

63,54925 2157282 926722 019164 3.629668 1.45686

63,54066 2140937  8.9707 0.18608 3.41386 2.14283

6211362 2136429  9.3186 018953 3.64059 298143

62,6032 21.61845 9.10097 0.18453 357988 259745

6251753 2177908 908168 018431 359697 25195

62,69007 21,31772 8§,89048 018017 347518 3.13331

6256494 2137565 894386 018144 351403 3.10992

63,28695 2154005 900288 0182562 3.52182 2,16068

6218244 2117198 880739 017912 343608 3.90895

62,8489 2135984 B8.92693 0,18092 347174 289997

6220309 211535 6.84242 018092 346377 3.83122

[“owt] Ni Cr Mo Ti Nb Fe

av 6278287 2140996 9,013903 0,183962 3.519779 2.764138

sd 0520874 0186678 0,156939 0.003878 0.075448 0.702649

rsd 0,829643 0871919 1,741082 2107909 2.143554 254202

Ni Cr Mo Ti Nb Fe

60,33067 2042642 857455 017338 332614 6.83676

60.6525 2060028 666812 017654 3.38275 6,18857

6018568 20515 857408 01728 33213 6.89661

61.29415 20,92084 8.75161 01769 341124 512892

6176448 2110534 890109 018113 347747 426293

61.6174 2131413 866849 017727 340061 452179

61,3683 21,07113 87995 017908 343123 482574

6297691 2140265 899638 018202 3,50002 263178

6143635 2103529 B.79017 (017851 342554 480485

61,68052 20,95618 8.81459 017868 342915 4,62108

62,06836 2113841 872428 01787 339207 4.18559

65,72688 19,79571 793551 0,25637 344719 260152

[Yowt] Ni Cr Mo Ti Nb Fe

av 61.75852 2085678 8683198 0,184282 3.412059 4.792178

sd 1463556 0450628 0,265835 0,022861 0.053173 1.378084

rsd 2369804 2160583 3.061492 1240553 1.558381 28.75695

77



UST FSI VUT V BRNE

Attachement 6 1/4

Technical specification of SEM Apreo 2

thermoscientific

DATASHEET

Apreo 2 SEM

Unmatched versatility powered by ColorSEM Technology

RHesolve gray areas with the Thermo
Scientific Apreo 2 SBEM, a high-
performance field emission gun (FEG)
SEM with unique, live elemental imaging
and an advanced, automated optics
systemn that enables you to focus on
your resgarch rather than microscope
performance,

The Tharmo Scientific™ Apreo SEM has eamed a reputation
for its varsatility and high-guality imaging performance —aven
on magnetic or other traditionally difficult samplas, The naw
Aprao 2 3EM improves upon the orginal by expanding its
already imprassive resoluticn specifications as well as adding
a number of new featuras designad to make the power of the
Aprao SEM's advanced capabilitias even more accessibla.

Multi-purpose labs sea a wide spectrum of users looking to
imaga an aqually wide ranga of sample types. Typically, thiz
would mean that usars ara required to navigate a range of
alignmants before acquiring data. The Apreo 2 SEM introducas
SmartAlign Technology on a workhorse SEM platform.
SmartAlign Technolegy virtually removes the need for user
alignmants. With the broad basa of alignment automation
covered, you can focus on obtaining data, as the system is
always alignedand ready to image, Even with alignments
ocovared via automation, fina tuning of the beam is typically
raquirad o obtain the best image. Enter FLASH technology.
FLASH automates tha fine-tuning process. With a fow mouss
movernants, the Apreo 2 SEM will execute any nacessary
comactions to lans cantering, the stiomators, and final focus

of tha imags. Combining SmartAlign and FLASH Technologies
mieans that even users new to electron microscopy can access
the high-end performanca of the Aprec 2 SEM.

Bglcu o

iypes, including insulators, sensitive materials, or
magnetic samples, and for collecting the data that matters
most to your application

Elamantal information at your fingertips with ColarSEM

Technology; ve quantitative elemental mapging for
unprecadantad fime to result and eass of use

Microstruzture of copper-siiver alloy ravealed with ColorS EM technology.
Sllicats contamination |s Immediatsly recognized whan Inspactng samples
with llve composltianal Imaging via GolorSEM.
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Technical specification of SEM Apreo 2

The Aprao 2 SEM's foature sat also expands to analytical
capabillity by Integrating Therme Sclantific ColorSEM Technology
into the main microscope Ul ColorSEM Technology integrates
compaositional mapping with the traditional imaging capabiliies
of the SEM. Onca ColorSEM Technology is enablad, the

rasult is an instant, colorized image showing the high-fidelity
microstructural details overlain with compositional information
in the same image, ColorSEM Technology improves the time
to data for basic EDS information and makes mowving 1o key
areas of intarest a quick trip rather than a long joumey. The
Iive color information is complimented by the addition of othar
corvertional EDS functionality {point, line scan, area mapping,
and reporting) dirsctly integrated into tha main UL The result is
an easy-to-use system that allows you to focus on discovery
rather than manipuiating multiple software packages,

The Apreo SEM's unigue Trinity in-column detection system s
prasent, but now with improved performanca, The Aprao 2 SEM
ramains the platiorm of choice for ressanch on nanoparticles,
catalysts, powders, and nanodevicas, thanks to its innovative
final lens design that does not compromise on magnetic
sampla imaging performance. The dectrostatic inal lans (both
Apreo 2 C and Apreo 2 5 systoms) enables simultanecus in-
column detection at high resclution, while the Aprec 2 5 SEM
combines the electrostatic final lens with magnetic immarsicn
into & compound lens. Tha compound final lans further boosts
rasolution performancs, providing a resolution of 0.8 nm at 1
kW without additional bearn decaleration, while offering uniqus
options for signal filtaring:

The Apreo 2 SEM ensures a short time to data with its T1 in-lens
backscatier datector, which iz positioned closs to the sample o
collact the maximum amourt of signal. Unlike other backscatter
detactors, this fast detector makes materials contrast available
at all timas, aven whan navigating, whila tiltked, or at short
working distances, On sansitive samples, the detector provides
cloar backscatior images at cumants as low as a faw pA,

The compound final lens on tha Aprec 2 S SEM extands tha
possibiliies of the T1 BSE datector evan furthar, with anargy
fittering that enables more precise matenals contrast as well as
charge-free imaging of insulating samplas.

Ewery Aprec 2 SEM comeas standard with the widest range of
featuras to addrass insulating samples, including high-vacwum
techniques such as SmartScan mode, drift compensated frama
intagration {DCFL, and charge fitering. The Aprec 2 S SEM
introduces PivotBeam mode, an integrated routine for inducing
selected arsa channaling pattam (SACP) for orienting materals
basad on crystallography. PhotBaam mods is fully autorated
and available with a single click.

For the most challenging applications, the Apreo 2 SEM charga
mitigation routines can include optional low vacuum jup to 500
Pa) to mitigate charge on any sampls whils providing excellent
resoluticn and large analytical cumrants with fisld-prosen through-
the-lans differential pumping and dadicated Loviac detectars.
The Aprec 2 S SEM with the low Vacuumn low\ac) opticn now
comas standard with an automated routine to insart and remove
the prassure limiting apertura (PLA). This allows you to focus on
choosing the right conditions for Imaging rather than stopping fo
manually adjust the system for lowWac imaging performance.

Additionally, the Apreo 2 SEM comos standard with a flaxible
chamber that accommodatas up to thres EDSWDS ports
for fast and sensitive X-ray measuroments. It alsofeatures a
coplanar ERSEBSLYTKD arangement and compatibility with
{crva) CL, Raman, EBIC, and other technigues.

All thesa capabilities ara complementad
by easy sample handiing and the familiar
¥T usar interfacs, saving time for novice
and expart usars alike. A customizable
Ul prowides many options for usar
guidance, automation, and remote
operation. With uniqus technologies

like SmartAlign, FLASH, and ColorSEM
Technology added to an already
advanced microscope, the Aprao 2 SEM
adds additional flexibility to any lab whila
providing advanced imaging capability
for all usars.

Elactron optics
# High-resolution fisld ermission SEM column with;

— High-stability Schottky fisld emission gun to provida stable
high-resolution amalytical cuments

— Compound final lens: a combined electrostatic, fiskd-fres
magnetic and immarsion magnetic objactive lans®

— B0" objectiva lans geormetry; allows titing larger samples
- Automated heated apartures to ansure cleaniiness and
touch-frea apertura changes
= SmartAlign Technology: user-alignment-free technology

= Through-the-lens differential purmping for low vacuurm®
raducas beam skirting for tha meost accurate aralysis and
highast resolution

* Boam deceleration with stage bias from -4,000 V to +800 V

* Confinuous baam current control and optimized aperura
angla

# Double stage scanning deflaction

= Easy gun installation and maintenancs: auto bake-out, auto
start, no machanical alignmeants

* PivotBaam Mode for selectad area alectron channaling, also
known as *rocking beam' mode (Apreo 2 S model only)

» Guaranteed minimum source lifstime: 24 months

Elactron beam resolution

Model Apraoc 2C Aprea 28
Firal lans Electrostatic  Compound
High vacuum

30 k\ (STEM) 0.7 nm 0.7 nm

18 KV (BOY) 0.9 nm 0.5 nm

15 KV (8.4 na&, WD 10 mm) 1.9 nm
1kV 1.2 nm 0.8 nm
1RV EBDY 12 nm 0.8 nm

1 kV BD, WD 10 rm) 1.0 nm
600V (BD) 1.2 nm 2.8 nm
200V (BD) 1.2 nm
Low vacuum®

3 kW (30 Pa) 1.8 nm 1.8 nm

16 kW {30 Pa) 1.2nm 1.2 nm

B beam decaration mooe. WO: woring distance. Resoiions dre &t optimum
warking distance uness spacied othanwiss. By defent, gpon Mne! instsiEtion,
the resTAtion is DoV I the Spstams socepéancs fast 8t 1 RV and 20 kW i high
VBCLUIT SN R Mmersion swifched on i appicable,
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Electron beam parameter space
+ Baam current range: 1 pA to 50 nA
00 nA configuration also avaiabla)

» Accolarating voltage ranga: 200 W - 30 kv
+ | anding energy rAnge: 20 &V — 30 keW

« Maw. horizontal field width: 3 mim at 10 mm WD
fcomesponds to 29x minimum magnification)

Chamber
* [nner width: 340 mm

« Analytical working distance: 10mm

& Ports: 12

+ EDS {ake-off angle: 357

« Three simuttaneous EDS detectors possible, two at 1807

« Coplanar EDS/ESS0 orthogonal to tha it axis of the stage

Detactors
The Aprec 2 SEM datacts up to four signals simuitancoushy
from ary combanation of the available detectors or dalector
segments”:
= Trindty Distection System (in-lens and in-cofumn)
— T1 zegmented lower in-kans detector
— T2 upper in-lons detector
— T3 m-column deiecior”
+ ETD—Everhan-Thomiey SE detecior
+ DBES—ARatractabls segmented under-the-lons B3ED
& Low-vacuum SE datector”
+ DES-GAD—Lens-mounled gaseous analytical BSED”

+ STEM 3+—Halractabla segmantad detecior
(BF, OF, HADF, HAADF

« |R-CCD
» Tharmo Sciantific Mav-Cam+™ Camara {chambar-mourntad)

ColorSEM Technology*
ColorSEM Technology provides real-time quantitative

3/4

Wacuum system

= Complsie oil-frea vacuum system

» 1 = 240 Vs TMP

* 1 % PVP-scroll

* 2 jGP

& Chamber vacuwem (hegh vacuum) 6.3 = 10F mbar
(after 12 hours purmping)

= Evacualion fime: =3.5 minuts

= Optional low-vaceum moda

= 10-500 Pa chambear prassure

* Automatic Pressura Limiting Aparture [PLA) Loadar

Sample holdars

» Standard mudti-purpose holdar unsquely mounts dinectly onto
the stage, hosts up to 18 standard stubs-(@12 mm), three pra-
tited stubs, cross-section samples, end two pra-titad row-bar
holders® (387 and 907). Tools are not requined to mouwnt a
sample.

# Each optional row-bar accommodales & STEM gnds

» Wafer and custom hoidars”

Stage and sample

Typa Euceniric gonometer staga,
5 axes molorized

XY 10110 mm

Ropeatability =3.0 pm @ 07 tif)

Motorized Z B85 mm

Rotation n = 3607

Tilt 157/ 4007

Max. sample height Clearance 85 mm fo sucentric point

Max. sample waight = 500 g in any stage pasition

s Uptos kg at 07 filt
fsoma restrictions apply

Max. sample sira 122 mm diamater with full

composifiona! information by coloring the SEM image. ColorSEM ¥, ¥, rotation flarger samplas

Technology is based on anargy disparsive X-ray speciroscopy
{EDS) walh raliabis Norman guaniification, Convenfional EDS
functions {point & 1D, Enascan, region, alament maps) ars
included and can direcily be appliad 1o the SEM imaga.

» EDS datector sze: 10, 30, or B0 mm*

+ Light alermant sensifivity down to baryliium
« 127 &\ or 129 eV spectral resolution

+ Cplional molorized slide avalabis

« Advancad moda with Pathfindsr®

possible with Emeted stage
fravel or roiation)

System control
& B4-bit GLI with Windows 10, keyboard, optical mousa

» 2 inch LCO display, WUNGA 1020x1200
(second monitor oplional)

& Customizabéa graphical user mierfece,
with up o 4 simultanacushy. activa views

= FLASH automated image tuning fior focus,
lers-align, and stigmalor

* image registration

= Navigation montaga

= [mage analysis softwara

# Lindo / Bedo funclionalty

= |isar guidanocs for basic opsrations / applicaiions

= Oiptional joystick

= Optional manual user mieriace (knob board)
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Image processor
= [well tima ranga from 25 ns to 26 me/poal

* Up o 614454006 pixats
= Fila typa: TIFF (8-, 16-, 24-bit), JPEG or EMP
# Single-frame or 4-viow image csplay

= SmartScan Mods (256-frama average or intagration, lina
integratiion and avaraging, interiaced scanning)

= DCH (drfi compensated frama iniegrabon) Mode
= [igital image improvement and noise reduction filker
Accassories foptional)

Sample / chamber cleaning: CryoCleansar,
Integrated Flasma Cleanar

Analysis: EDS, EBSD, WDS, CL, Raman

Thermo Scentific QusckLoader™ Load Lock for fast
sampile transfar

Navigation: comalative navigation, Thamo Sciantific Maps™
Software filing and stitching

Gas injeciion: up to 2 units {other accassonas may limt
number of SIS availabla) for beam-induced deposition of:

— Piatinum
— Tungstan
- Carbon
= Manmipulators
= Cryo-sisge
* Bactrical probing / multi-probéng stations
* Bactrostabc beamn bianker

Software options
= Maps Scoftware for automatic large erea acquesition using filng
and stitching; comalative work

* Thermo Scientiic AutoScrpt ™ 4 Software—Python-based
application programming interface

* TopoMaps for image colorization, image analysis,
and 30 surface reconstruction

* Adanoad imane anslysis softwara
» Hamota control softwara

* Dptional

Find out more at thermofisher.com/apreo

Documentation
= Online usar guidance

= Oparating instruciions handbook

= (Onlira halp

# Prepared for RAPID (remote disgnostic suppart}

* Freq accass to onlina resources for ownars
Warranty and Training

* | year wamanty

= Choica of sanice maniananca contracts

* (Choica of oparation / application training contracts
Installation requirements

[Rafer to prainstall guide for detaled data)

.
- Volttage 100-240 W AC [-6%, +10%G)
— Fraquency 50or B0 Hz (£1%)
— Consumption: <3.0 kWA for basic microscopa
* Earth resistance <01 0
* Emvironmant:
— Temparature {20 + 3j°"C
— Halative humidity below B0%

— Stray AC magnetic fislds <40 Al asynchronows, <100 [T
synchronous for line timas, 20 ms (50 Hz maing) or 17 ms
{60 Hz mains)

* Minimum door size; 0.9 m wide = 1.9 mhigh

= Waight: column consols 080 ko

& Dy nitrogan recommandead for vanting

= Comprassad air 4-8 bar, clean, dry and oil-frae

» System chillar

* Acoustics: sito sunwy required, as scoustic spactrum ralevant

= Floor vibratione: site survey required, as fioor spactrum
ratevant

= (iptional active vibration isolation table

Consumablas (partial list)
= Hoplacemant Schotiky electron sowce module

For current certifications, vislt thermofsher com/certfications. & 2000 FEIl Compamy. A3 nghts reseres
Al frademas ern he property ol Thermo Fekar Scieniific . = B subsidanes wrisss miharwise specied. DE0B45-EN-10-2020
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Attachement 7 173
Figures of structures of 16Mo3 and welded layer of Inconel 625

E HE ; | 1 Use case e i ot HFW
20 691um  69mm Standard 0 319um

ot HRW 1 det | mode HV
10.00kV | 120 691 pm i 10.00 k.

o (A e
g N § T T,
R

) £ HF i i I 3" Usecase HY pot HEW WD
10.00kV 120  691pm n 0 standard 1000kV 120 319um 7.6 mm

¥ _\»‘ I b
Bl Lt

det  mode | T HEW
Standard | ETD _SE 10.00kV 120 | 319 ym 7.6 mm

d m v t
Standard | ETD 10.00kV  12.0
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Figures of structures of 16Mo3 and layer of Inconel 625

mode  HV
10,00 kv

. 2 det H pot  HEW
1000kV 12,0 1PM  Standard ETD SE 10.00kV 120 319um 7.6 mm

10.00 kV 6! cor SME I3 4 E 1000 kV 120

d mode  HV pot | HFW WD d v
Standard | ETD SE 1000kV 120 691pm 69 mm : ample Standard | ETD  SE 1000k 120 829 um | 76mm
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Figures of structures of 16Mo3 and welded layer of Inconel 625
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AMH55 - Hardness Testing Systems

Maximise your productivity and easily measure Supporting accurate and efficiant microindentation
imprassions on various surfoce conditions for a ond Macro/Vickers hardnass festing in fully outomatic,
wide number of opplicofions with LECO's AMHS55. semi-gufomatic, and life configurations, the AMHS5
The AMHS5 infroduces LECO's innovafive is a valvakle resource for users needing precise and
CORMERSTOME® brand softwara to our hardnass productive hordness testing while tailoring the dafa
festing platforms, for increased usability, simplified ond results fo their needs.

reparting, and sreamlined analysis fimes.

The AMH55 is ideal for:

Case Depth Analysis | Coating Hardness | Surface
Analysis | Powdered Metals | Weld Profilas |
Fasteners | Decarburisation

The AMHS55 supports all standard looads for
microindenfation and Maocro,/Vickers hardness testing.
The AMHS55 conforms fo ASTA E-384 for micro/macro
hardnass tesfing.
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AMH55 Model Highlights and Features

Choose the model configuration that = Advoenced imoge-recognition technology cllows anclysis of
fits your needs. All models include information nof available with fimited thresholdbased methods
our axclusive CORMNERSTOME®
brand softwars and the following
functionaliby:

= Measures impressions with various surface conditions,
including scratched or lightly efchad

AMHES Automatic

= Simultanecus awtomafic clignment and automatic parfocal tools

Automatic pixel calibration
= Awtomafic shading correction
= Standard touch-screen interfoce with multitouch capabilities

= Streamlined ond simplified doto reporting;
customised spreadsheet generafion fools

Optional Advanced Analysis Module for color contoured mopping

AMHSS Semi-Avtomatic

= Automafically locates and analyses indents

= Automatic alignment

= Automafic pixsl calibration

= Standard touch-screen interfoce with multitouch capobilities
= Customisable dota reparting

= Manual Focus

= Easily upgrode to AMHSS Avtomaotic

AMHSS Lite
= Automatically locales and analyses indents within field of view
= Automafic pixel calibration

= Standard PC/monitor with keyboard and mouse interaction;
aptional touch-screen interfoce also ovailable

= Customisable dofa reporting
= Easily upgrada to AMHSS Avtomatic or Semi-Automatic

Hardness Tester

- I Saries performs

The AMHSS supports microindentations LMV-50V Lood
all stondard loods for from 1 Kgf to S0Kgf Cell parforms
microindentafion and or 0.3 Kg[ to EICIK.QF Macro/MVickers
Macro/Vickers with Yickers, Knoop, indentations from
hordness tesfing. or dual indeniars. 10gf fo SOKgf.
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3/5

User-friendly CORNERSTONE® Brand Software

LECO's unique Cornersione brand software sefs the
AMH355 opart from cther automatic hardness fesfers.
Designed through a collaborotion of customer feadback
ond innovative angineering, Comerstone gives the usar
complete confrol over their analysis porometers, method
seftings, calibrations, reporting, and mare so that festing
can be tailored to a specific application. A touch-screen
interfoce and avtomafic software capabilities, such

as simulfonecus avto alignment and auto parfocal
odjusiment, deliver incregsed speed, eose-ofuse, and
repeatability fo the analysis. Doto cutput and reporting
are simplified through Comerstone’s highly organised,
immersive environment, which gives tha usar the ability
fo select the dota conversions, mathod of festing, export
options, report generation, and other seftings that ore
besksuited for their samples.

S (WINIE R
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Performing a Case Depth Analysis using the AMH55 Automatic

Tha AMHS5S Automatic Micro/Macro Indentation The AMHS5 Semi-Automatic and Lite configurations
Hardness Testing System combinas the tasks of sample offer the same greaf festing copabilities, but with less
testing, maasuring, converling, and documenfing into automafic funclionality and features fo meat your needs.
one aulomated instrument operation. Just load the Both can be easily upgroded to the fully Avtomafic

sample, select the indentation paotternis), and initiofe the varsion when tha fime is right.
test. This fully outomaoted system makes the indentations,

meosures them, colculates their hardness, and then

displays the results.

2. Select Avto Focus, or
uza the slider funcfion fo
bring the imoge inta focus

3. Clicking on any of the shadad
quadrants will bring up o quod
menu with tracing options

1. Ploce fhe sample
on the stage

L. Disploy data on-screen, or quickly and 4. After the sample has been traced,
sasily export inte other plotforms, such patterns ond indents con be ploced
o5 Microsoft® Excal® using infuitive fiyout screens
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Package Configurations Optional Advanced

Select one of the following hardnass taster opfions Af]ﬂ!}fsis modufes
with your AMHSS packoge.

» Color Hardness/Contour

LMT10/310 Series Microindentation Map [shown below)

b ipec e DPTECD = Auto Indent Placement

LM24B/B10 Series Microindeniation = Auto cose depth

|refer to spec sheet 209-094-009)

V1104810 Series Vickers
[refer to spec sheat 209-094.002)

Opfional Color Hardness
LMV-50V Load Cell Micro/Macro hfgrf;tr:ﬂFMﬂﬂ Eﬂﬁ?i sa:pb
855 an on with @
[rafer to spac sheat 209.024.011) ok ikl i

hardness variances.

Opfions and Accessories

3 =

Stage Sompls Holders AnfiVibrafion Table

Global Instrument Service & Support

We know that keeping your insirument running at optimal performance
matters te you, which is why LECO instruments are assembled using the
highest quality companents and materials.

Sometimas downfime is unovoidable, however, and when that happens,
our dedicated network of Global Service and Support tachnicians will
halp gat you up and running as quickly as possible. Support is available
at your facility or ours, by phene, and online.

Service and A2l A-accredited calibrafions are also available for our
LECO-supported optical equipment.

Visit our wabsite for more information on how to occess LECO Service:

il eu.leco.com/contoct /leco-contoct-information

BORO0T-2015 G994 | LFCO & o mgisimd imdamork of IFCC) Corporaion.
IF00, Pogasys, Chrom TOF, Foblad Aight Foh, FFR; High Basolstion Docomluon, HED: KADMS, Fnoodod Froquant Fushing, and EFForg mygisiorod tmdamorks of IECD Corporm-

Bon_ i it s oD rg  irocamnds of AMicmanh Corponoiion.

LECO Corporafion LECO Europe
3000 Lokeview Avenue | 55, Joseph, M1 49085 e leco.com
Phone: 2469-985-5405

info@daco.com | wew.laco.com

EMPOWERING RESULTS

Form Mo, 200244 EUW R1LE3RV] 2 2019 LECO Corporodlon
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Priloha ¢.1 Hydraulicky zkusebni stroj ZD40 /400kN/

Stroj umoziuyje provadét tahové. tlakové a ohybové zkousky
mater1ald do 400 KN s fizenim rychlosti zatézovani a programovym
zpracovanim zkousek. Je vybaven vestavénym inkrementilnim
délkovym snimacem polohy piiéniku srozlifenim 0,01 mm
a snimacem sily s fidici jednotkou EDC 60.

Ridici jednotka EDC 60 je vysoce precizni elektronické zafizeni
specialné konstruované pro fizeni servo-hydraulickych zkusebnich
stroji. Je vyrdbéna specidlnd pro aplikace fizeni zkuiebnich
stroji a vyuZivaji ji pfedni evropSti vyrobei universdlnich
zkusebnich strojii. Jednotka je opatfena programem pro zkousky
kovii s moznosti provadét zkousky bez PC u jednoduchych aplikaci
bez pouziti pratahoméru.

Techmcké parametry:

- Vyrobee: HBM /SRN/

- Meiici rozsah: 8 =400 kN

- Chyba méfeni sily: 1/100 jmenovitého rozsahu sily. tj. £ 1 %

- Meéfici rozsah méfeni drahy: 0 + 280 mm

- Chyba méfeni drahy: 0,01 mm

- sénové rozhrani RS 232 pro komunikaci s nadfazenym PC
COM]1 pro PC s FIFO s maxunalni rychlosti 115 KB

- inkrementalni vstup pro napojeni snimace drahy

Poéitac je vybaven programem TIR Atest v.2.1 pro tahovou,
tlakovou a ohybovou zkousku kovovych materidl dle
EN 10002 a EN ISO 6892 svyhodnocenim vysledka
a grafickym zpracovanim.

Ridici jednotka EDC 60
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Tensile diagrams of 16Mo3 and Inconel 625

600

| [mm]

91



UST FSI VUT V BRNE

Attachement 10 2/2
Tensile diagrams of 16Mo3 and Inconel 625
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