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Description

Field of the Invention

[0001] This invention relates to a nickel, chromium,
iron welding alloy, articles made therefrom for use in pro-
ducing weldments, and weldments and methods for pro-
ducing these weldments.

Brief Description of the Prior Art

[0002] In various welding applications, including
equipment used in nuclear power generation, weld-
ments are required that provide resistance to various
cracking phenomenon. This includes not only stress
corrosion cracking but hot cracking, cold cracking, and
root cracking as well.
[0003] Commercial and military nuclear power gener-
ation have only existed within the second half of the 20th

century. During this time, the industry has replaced the
first generation of NiCrFe alloys having 14 to 15 percent
chromium with alloys having higher chromium contents
on the order of 30 percent. This change was predicated
on the discovery that stress corrosion cracking in nucle-
ar pure water could be avoided with alloys of this type
that contained chromium in this amount. These alloys
have been in use for about 20 to 25 years.
[0004] US-A-4 010 309 discloses a welding electrode
having a core comprising an alloy of, in wt.-%, 29 Cr,
10.3 Fe, 0.019 C, 0.29 Mn, 0.29 Si, 0.11 Ti, 0.036 Al,
balance nickel and impurities.
[0005] The specific application for nuclear power gen-
eration equipment that requires the majority of welding
and welded products within the nuclear power plant is
the fabrication of the nuclear steam generator. This
equipment is essentially a large tube and shell heat ex-
changer that generates steam from secondary water
from primary nuclear reactor coolant. The key compo-
nent of this steam generator is the tubesheet. It is some-
times 4.5 to 6 m (15 to 20 feet) in diameter and well over
30 cm (a foot) thick and is usually forged from a high
strength low alloy steel that must be weld overlaid with
a NiCrFe alloy that has good fabricability and is resistant
to stress corrosion cracking in nuclear pure water. Due
to the size of the tubesheet, the weld deposit sustains
substantial residual stress during overlay. Furthermore,
the weld metal overlay must be capable of being reweld-
ed after being drilled to provide openings therein to re-
ceive thousands of small steam generator tubes. These
tubes must be seal-welded to the overlay weld deposit
to make helium-leak-tight welds. These welds must be
of extraordinary high quality and must provide 30 to 50
year life with high predictability. In addition, in both the
overlay weld deposit and the welded steam generator
tubes, excellent crack resistance must be provided. This
requirement, with respect to resistance to hot cracking,
also termed "solidification cracking," and stress corro-
sion cracking has been met by most of the existing 30%

chromium weldments.
[0006] In addition to hot cracking resistance and
stress corrosion cracking resistance, the tube-to-
tubesheet welds require root cracking resistance. The
tube-to-tubesheet weld is made by melting the tube end
together with a ring of the weld overlay material sur-
rounding the tube (with or without the use of additional
filler metal) to thereby seal the space between the tube
wall and the opening in the tubesheet. There is a ten-
dency for these welds to crack at the intersection of the
weld at the joinder of the tube to the tubesheet. This type
of cracking is referred to as "root cracking" because it
occurs at the root of the weld. The existing 30% chro-
mium welding alloys are not resistant to root cracking.
[0007] A third type of cracking that may be encoun-
tered is cold cracking, also known as "ductility dip crack-
ing." This cracking only occurs in the solidified state after
weld solidification has been completed. After solidifica-
tion occurs, shrinkage stresses begin to develop as a
result of the reduction in volume of the welding alloy at
lower temperature. At the same time, once solidification
is complete, ductility recovery occurs rapidly for a few
hundred degrees, followed by a sharp temporary loss in
ductility, and again followed by a more gradual continu-
ous recovery of ductility until ambient temperature is
reached. If the residual stress of cool-down is sufficiently
large when the alloy exhibits this sharp ductility loss, sol-
id state cracking may occur. This results from portions
of the microstructure not having sufficient strength or
ductility to resist the stress at the prevailing temperature.
The commercially available 30% chromium welding al-
loys presently available are not sufficiently resistant to
cold cracking.

OBJECTS OF THE INVENTION

[0008] It is an object of the present invention to pro-
vide a nickel, chromium, iron welding alloy and weld-
ments made therefrom that provides the desired
strength and corrosion resistance in addition to resist-
ance to hot cracking, cold cracking, root cracking, as
well as stress corrosion cracking.
[0009] A further object of the invention is to provide a
welding alloy of the nickel, chromium, iron type that is
particularly adapted for uses in fabricating equipment
used in nuclear power generation.

SUMMARY OF THE INVENTION

[0010] In accordance with the invention there is pro-
vided a nickel, chromium, iron alloy for use in producing
weld deposits. The alloy comprises, in weight percent,
27 to 31.5 chromium; 7 to 11 iron; 0.005 to 0.05 carbon;
less than 1.0 manganese, preferably 0.30 to 0.95 man-
ganese; 0.60 to 0.95 niobium; less than 0.50 silicon,
preferably 0.10 to 0.30 silicon; 0.01 to 0.35 titanium;
0.01 to 0.25 aluminum; less than 0.20 copper; less than
1.0 tungsten; less than 1.0 molybdenum; less than 0.12
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cobalt; less than 0.10 tantalum; 0.002 to 0.10 zirconium;
less than 0.01 sulfur; 0.001 to 0.01 boron; less than 0.02
phosphorous; and balance nickel and incidental impuri-
ties.
[0011] The alloy will exhibit adequate stress corrosion
cracking resistance in view of the chromium content.
The alloy may be in the form of a weld deposit, a welding
electrode, a weld deposit overlay or a weldment com-
prising an alloy substrate, such as steel with an overlay
of the invention alloy. It may be used in a method for
producing a weld deposit or weldment in the form of a
flux-covered electrode used for producing a weld depos-
it that includes welding performed by submerged arc
welding or electroslag welding. It may be further used
as an article for producing a weldment, with the article
being in the form of wire, strip, sheet, rod, electrode, pre-
alloyed powder, or elemental powder.

DESCRIPTION OF THE PREFERRED
EMBODIMENTS

[0012] The NiCrFe welding alloy in accordance with
the invention has sufficient chromium along with consid-
erably tight control of secondary chemical constituents,
as well as trace elements, to provide suitable corrosion
resistance in addition to excellent stress corrosion
cracking resistance. In addition, the alloy must be resist-
ant to solidification cracking, to root cracking, and to cold
cracking under reheat conditions.
[0013] To confer resistance to solidification cracking,
the alloy should have adequate solubility for its alloying
elements and a narrow liquidus to solidus temperature
range. Also, it should have low levels of sulfur, phospho-
rus, and other low-melting elements and it should con-
tain minimum levels of elements that form low-melting
point phases in the alloy.
[0014] The resistance to cold cracking is controlled by
increasing the high-temperature strength and ductility at
the grain boundaries. This is accomplished by the care-
ful combination of niobium, zirconium and boron in ac-
cordance with the limits of the invention. Niobium is re-
quired to be restricted to avoid the formation of second-
ary phases while contributing to grain boundary strength
in the solid state. Niobium is also required for resistance
to stress corrosion cracking. Boron contributes to grain
boundary strength and improves hot ductility, but at
higher levels than in accordance with the invention is
detrimental to hot cracking resistance. Zirconium im-
proves solid state strength and ductility at the grain
boundaries and improves the oxidation resistance at the
grain boundaries. At higher levels than in accordance
with the invention, zirconium contributes to hot cracking.
At boron and zirconium levels lower than in accordance
with the invention, there is relatively little resistance to
cold cracking. As boron alone is added, there appears
to be very slight improvement to cold cracking resist-
ance, but with boron in conjunction with zirconium at lev-
els in accordance with the invention, cold cracking is

substantially eliminated.
[0015] Resistance to root cracking may be achieved
in accordance with the invention, but this cannot be
guaranteed because of variations in joint conditions,
such as the clearance between the articles to be welded,
cleanliness, and relative movement during welding, that
are beyond the control of the welded product designer.
The alloy of the invention requires low aluminum and
titanium coupled with controlled niobium, silicon, boron,
zirconium, and manganese to achieve the desired met-
allurgical properties. These requirements may be met
while maintaining optimum hot-cracking, cold cracking,
and stress -corrosion-cracking resistance. Aluminum
and titanium should be kept as low as possible for root
cracking resistance, but even small amounts of titanium
are beneficial to stress corrosion cracking resistance.
Silicon is not particularly detrimental to root cracking re-
sistance when maintained below 0.50% and since sili-
con is preferred to be less than 0.30% for other reasons,
this is an acceptable level. With the advent of AOD melt-
ing practices that have the capability to produce very
low levels of sulfur, substantial manganese additions
are not necessary. In fact, manganese levels above 7%
lead to metallurgical instabilities with exposures to tem-
peratures above 1000°F. Manganese additions be-
tween 1% and 5% were once thought to be needed to
combat both hot cracking and root cracking. The instant
invention requires manganese to be kept below 1.0%
and preferably about 0.80% for resistance to hot crack-
ing, but at the same time, due to the balance of other
constituents, less than 1.0% manganese is sufficient to
avert root cracking.
[0016] All of the alloys of Table 1 exhibit the required
strength and corrosion resistance for welding applica-
tions, including the fabrication of equipment used in nu-
clear power generation. The crack-test results present-
ed in Table 1 demonstrate that NiCrFe welding alloy
compositions in accordance with the invention addition-
ally provide improved crack resistance over convention-
al alloys of this type. This includes, in combination, re-
sistance to hot cracking, cold cracking, and root crack-
ing, as well as stress corrosion cracking.
[0017] As may be seen from Table 1, sample melt
numbers 1124, 1125, and 1127 are free of cracks of all
types and thus constitute alloys within the scope of the
invention. Each of these samples have low silicon and
the required amounts of boron and zirconium. Sample
1128 exhibited both cold cracking and root cracking be-
cause of the unacceptably high silicon content even with
boron and zirconium within the limits of the invention.

Claims

1. A nickel, chromium, iron alloy for use in producing
weld deposits, said alloy comprising, in weight per-
cent, 27 to 31.5 chromium; 7 to 11 iron; 0.005 to
0.05 carbon; less than 1.0 manganese; 0.60 to 0.95
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niobium; less than 0.50 silicon; 0.01 to 0.35 titani-
um; 0.01 to 0.25 aluminum; less than 0.20 copper;
less than 1.0 tungsten; less than 1.0 molybdenum;
less than 0.12 cobalt; less than 0.10 tantalum; 0.002
to 0.10 zirconium; less than 0.01 sulfur; 0.001 to
0.01 boron; less than 0.02 phosphorous; and bal-
ance nickel and incidental impurities.

2. The alloy of claim 1, comprising 0.30 to 0.95 man-
ganese and 0.10 to 0.30 silicon.

3. A weld deposit comprising the alloy according to
claim 1 or 2.

4. A weldment comprising an alloy substrate and a
weld deposit according to claim 3.

5. The weldment according to claim 4, in the form of a
tubesheet of a nuclear steam generator.

6. An article for use in producing a weldment, said ar-
ticle being in the form of wire, strip, sheath, rod,
electrode, prealloyed powder, or elemental powder,
with said article comprising an alloy according to
claim 1 or 2.

Patentansprüche

1. Nickel-Chrom-Eisen-Legierung zur Verwendung
bei der Herstellung von Schweißgut, wobei die Le-
gierung in Gewichtsprozent umfasst: 27 bis 31,5
Chrom; 7 bis 11 Eisen; 0,005 bis 0,05 Kohlenstoff;
weniger als 1,0 Mangan; 0,60 bis 0,95 Niob; weni-
ger als 0,50 Silizium; 0,01 bis 0,35 Titan; 0,01 bis
0,25 Aluminium; weniger als 0,20 Kupfer; weniger
als 1,0 Wolfram; weniger als 1,0 Molybdän; weniger
als 0,12 Kobalt; weniger als 0,10 Tantal; 0,002 bis
0.10 Zirkon; weniger als 0,01 Schwefel; 0,001 bis
0,01 Bor, weniger als 0,02 Phosphor; und Rest Nik-
kel und unvermeidbare Verunreinigungen.

2. Legierung nach Anspruch 1, umfassend 0,30 bis
0,95 Mangan und 0,10 bis 0,30 Silizium.

3. Schweißgut umfassend die Legierung nach An-
spruch 1 oder 2.

4. Geschweißtes Teil umfassend ein Legierungssub-
strat und ein Schweißgut gemäß Anspruch 3.

5. Geschweißtes Teil nach Anspruch 4, in der Form
eines Rohrbleches eines nuklearen Dampferzeu-
gers.

6. Erzeugnis zur Verwendung bei der Herstellung ei-
nes geschweißten Teils, wobei das Erzeugnis in der
Form eines Drahts, Streifens, Ummantelung, Sta-

bes, Elektrode, vorlegiertem Pulvers oder elemen-
tarem Pulver vorliegt, wobei das Erzeugnis eine Le-
gierung gemäß Anspruch 1 oder 2 umfasst.

Revendications

1. Alliage nickel-chrome-fer destiné à être utilisé dans
la production de dépôts de soudure, ledit alliage
comprenant, en pour cent en poids, 27 à 31,5 de
chrome ; 7 à 11 de fer ; 0,005 à 0,05 de carbone ;
moins de 1,0 de manganèse ; 0,60 à 0,95 de
niobium ; moins de 0,50 de silicium ; 0,01 à 0,35 de
titane ; 0,01 à 0,25 d'aluminium ; moins de 0,20 de
cuivre ; moins de 1,0 de tungstène ; moins de 1,0
de molybdène ; moins de 0,12 de cobalt ; moins de
0,10 de tantale ; 0,002 à 0,10 de zirconium ; moins
de 0,01 de soufre ; 0,001 à 0,01 de bore ; moins de
0,02 de phosphore ; et le reste étant du nickel et
des impuretés accessoires.

2. Alliage selon la revendication 1, comprenant de
0,30 à 0,95 % en poids de manganèse et de 0,10 à
0,30 % en poids de silicium.

3. Dépôt de soudure, comprenant l'alliage selon la re-
vendication 1 ou 2.

4. Assemblage soudé, comprenant un substrat en al-
liage et un dépôt de soudure selon la revendication
3.

5. Assemblage soudé selon la revendication 4, sous
la forme d'une plaque tubulaire d'un générateur de
vapeur nucléaire.

6. Objet destiné à être utilisé dans la production d'un
assemblage soudé, ledit objet étant sous la forme
d'un câble, d'une bande, d'une gaine, d'une tige,
d'une électrode, d'une poudre préalliée ou d'une
poudre élémentaire, ledit objet comprenant un al-
liage selon la revendication 1 ou 2.
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