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Abstract

This paper presents the design of a welding test plan for molybdenum-lanthanum alloy materials, de-
tailing the welding test process. Manual tungsten inert gas welding was used to weld molybdenum-
lanthanum alloy tubes, and the welds were inspected using dye penetrant testing and helium leak
testing. Through the tests, the welding process parameters for molybdenum-lanthanum alloys were
obtained, achieving the welding and forming of molybdenum-lanthanum alloy pipes, which has cer-
tain reference significance for the welding and forming of molybdenum-lanthanum alloy materials.
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1. 51§

HIEHAESEASE AL KRBV, RIS TRV, 0 RFPUSIRGREE . Puld v Re A 5
PRSI T, HAENINIR T aE. Aol AR AR 2 R . H AT P Ah g
BE S MIREHMT T KEMIEF,  Yutaka Hiraoka 5@ i X L7 R EH JHA S S M & ot R FTZ 2
EREATI S, SRR IHTEEEEL R, & BB A INRES1E— B FE I 3Tt B Sk I I S i
J%; Tabernig Z5E ZITE T IR HAHIRLE, IRAXNTE T TkgifH. ModlRe A4:(Mo, 41% Re) &z TZM &4
(Mo, 0.5% Ti, 0.08% Zr, 0.01%~0.04% C)f#JHFHARIERE; WFr285E EEOIAL [ i AR R
JREEIVERE Z BN & F L2 S E S Ie RN, FRI ISR 7T 1 IR R AR VA RN,
FH OB S A RS2 DR BT 1RSI AT AR THE RS I S WAL e s MR BT, &
BHRGT HLT AOR B (OB R 2R . A T SEE I T AR AN, SRR 2 B AR T S
ST . T ARG SRR TR e, ARl s acs, DRME SRR b an ey ek D4
GESAL IREERGYE . SRR EAME R P . ASCRRE I I A AR IR R L 7 SR R A5
BRI TZ, RECEH G &SRR, RS H AR ESRIIE L. [1]-[5]

2. SHIRA ERRERT

R R PR A G DXt . AALAE RS BR
2.1, REERR MR

BH R B < S AR T X A 32 A MR 2% R )75 S AR SR B PRI R AR R DT Ak
FIEAILSE, SHEHG SN EERRN SR SBAK, SlEEAERFNEEERTLN. DRRTE
—ERS, SELE R T E R ARE S RN S AR O RN SR R T SRR A, B
KRR L2 R BRI LG A, ZFouRmARE m S 5.
2.2. SELEkBA

HI TR ARG & L Z A3 B TE AR 4l d R 20, MEAE G R W FR ARG &7k %, SERRE
AMILBR BT R . BUE L S b &l & MR EL, DR KO & e i & 208 3 <ALk
BB e, JCHGR IR B AR AL IR AL T RS I RS om 3, AR I 2 iy T A
PO TR i e b P 2 AR b SURIRZ K, AT H S A & e Sk i ™ R

2.3. RYURPA

R G e BEEARPE BRE, HERARER, (RE L S S AR SR T I 25 5 P AR R L,
DR AR AR S & < LR 25 5 AL AT TR, IR IR ARV A, DARRARIE RN F7, IR REUN A

3. IRHERIERE
3.1 B
ASCHTIHO R AR N AR 25 mm. BEIE 3 mm O4HGI(MoLa) & &5, MREARRSSIRE I & 4
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Table 1. Chemical composition (mass fraction) of MoLa alloy

% 1. MoLa AEHIUERD (RENE)

Mo Laz0s3 C N Fe Si Ni
Ha 0.4~1.8 <0.02 <0.005 <0.006 <0.003 <0.003

32 BETERE

ARICHATHI G SE RN, FETZIRAIENE R A, $Abr ., EaTHiH. F LN
SR RGBS . IREETEITIN . iR R K JREE U SR SE T

TESREE AT A0 AR 2 I R ATIE e, RN oK QRS VR B R 2z, LBk
WTT s RS TR UG AR B R 2212 NIRRT IR 3 min~5 min, KA H Rk, 58 Fr
FH BB 15 W FH T B VR FE 95%~97% TR IRVA T« T SR 5 36%~38% (1) #h R VA I /K #% /i 15:15:70 [k
FALLAI R SR ZR KIS YE, A UG IR T

PRI R F ARG IUE, MA@ ARy, EliER, 22288, BErh 350V &,
Bl 0.5 mm. IR TR A B A PR U U A 10 mm Y 9 R IGOK S SRS S EY e E
T, FTEE S R EEE IR NSRRI . SR AN, AR IR, miRfE
(A, TR SE SRR, g X ORI A 22 o B T AR I R 5% R A M IS T AR P 8RB R )R
2, BRI EA BRI

)5 SR AR IR P AN S8 I N i A S A I & = AE 50 ppm N, R SK AT 2 IR AR
B, B EEBITIREE, SRS B R — 2, D EE N BONREER R v BB R R A
225, RABEHA S(TZMIR 2, i 2 PR EARE, SiE THM G S5 R T2 S5, wE
2 fiws, MG R AR B AR SR GE AT ORR A L A A R =R, R a2

Table 2. Butt welding process parameters for ®25 x 3 mm MoLa alloy tube
% 2. 25 x 3 mm MoLa EXERET ZEH

5 FLYR
EENRE BT ERME - I R (V) JEHZ33E (cm/min)
ek IR (A)
11 GTAW Epe DCEN 160~180 11~12 20~22
1/2 GTAW TZM DCEN 240~260 12~15 24~26

4, BEERIRER ST
4.1. 1REEFTIRFEM

¥ H8 NB/T47013.5-2015 (R LR LHIGINE 5 #8457 BB FR, SHRGEFITBERN, 12
LM A R E 1 R, WRIERNLE R TR gELHe . SALEREFE, BERERE
NB/T47013.5-2015 | %K,

Hof_E ARG 45 AT oM, IRAER A AER AL, RFLEEE, BRI RIRK:

1) mTHAA BRI RO, HAMRIRMEYE . il 250 B fRe o, RSB A
Rk, HA RN, ASSCHENR BRI S0 B SR R TR TR 4B BRIR . Sh RSV AT

TRVE, BRAR 1M AR L2 R AL I B A S 2 U
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2) BT 45 SR AN T 1000°C, MAHIAS UK E) 2620°C , JE A5 1 i it i ize s 1 1000°C,
FEUCARPE R SR AT B A KR, 59 AN et I 4 DX I DR e LA R T P2 AR 3N 77, T S Al b
S SR AR TR P TE AN AR R E— 204 e . TR, ASCHESRFE R AR 2EAT 850°C B 45 #Ab B, fSi45 44 K}
MEE A FAARGEE B H, IREMRIAIE, RSl LA .

3) WA ST, RIS EE IR 5 AR Z, WIEELRATTR, TEIERT el
FE B2 XA B ) 100~150mm Y5 F A Fil# & 200°C~300°C, THAART (AP HIZE 10 min BARY, DA/ NG )
il JSLTy, I G SRR SUR P A s AR AT TR AR R AR AR R B (A SR (R AR
VA, e T AR AR, b T RS

Figure 1. Non-destructive testing image of weld seam

1. IREETIRAE MR E

4.2. 1REERERM

LiRE e R e =y (AL R ar e ) B D O A W =TT s B i i o O B W 2 o) S U €
FRE, WA SE NI RN STHES 0.6 MPa, #1510 208, WA IIELETRR, &N
ZQJ-230D, fHEE 4B R4 SRR 2.3 x 1079~4.0 x 10°Pa-m¥/s, FF&HAREIRFFMEA KT 1.0 x
1076 Pa-md/s fJER .

5. &it

1) VB AT TR RS RE, 38 I A B TG B R TR ) 23 T MoLa & &SR Be G I [X I 1)
277, Bk IR GO S LR e 5 )

2) @ISR AR 200°C~300°CHY, AR REEEAF P S A F WA B R0 HE
tH, TR AR, W RS AL B RGER A A

3) B NEIEITIRIRE, RS BEMORIE— 3, B A R R R R ks 55— R
Bk TZM 22, JREETERLL, SILSEEE =4

4) AW FEFAFHVH & S EEERA P R L, BEHRE X TREER, &HTEE 3 mm~5
mm. EL4% 25 mm~30 mm A& G s .
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