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Abstract: The platinum base alloy and GH3128 were welded by electron beam welding technology. The
microstructure, mechanical properties and fracture morphology of the platinum based alloy and GH3128
welded joints were studied by industrial CT, scanning electron microscope, microhardness tester and
material universal testing machine. The results showed that the platinum based alloy and GH3128 have
good welding performance. The welding joint has good quality, no defect, uniform composition, the micro
hardness (HV) of weld zone was between 360 to 380, weld strength was 499 MPa, fracture mode as ductile
fracture and fracture position on one side of platinum base alloy.
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Fig.1 Assembly diagram of weldment
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Tab.1 Welding parameter

HE/KY  H7/mA BAEHTUA h@gzg;g ﬂq@fﬁﬁﬁﬁ
/(m/min) /mm

0.9~1.4 0.10~0.15

60 7.0~8.5 2.4~2.7
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Fig.2 Appearance of joint weld
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(a). DR image of the weldment; (b). CT image of the weld line
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Fig.3 CT nondestructive testing of the weldment
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Fig.4 Weld line SEM image
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Fig.5 Hardness distribution diagram of weld zone
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Fig.6 Weld line energy spectrum analysis
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Fig.7 Tensile stress-strain curve of Pt based alloy/GH3128 weld

(a). £ (Full view); (b). JAEB(Part view)
K 8 JR4EWT O34T Fig.8 Analysis of weld fracture
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