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Abstract: An experimental printable y’-strengthened nickel-based superalloy, MAD542, is proposed.
By process optimization, a crack-free component with less than 0.06% defect was achieved by laser
powder bed fusion (LPBF). After post-processing by solution heat treatment, a recrystallized structure
was revealed, which was also associated with the formation of annealing twins. After the aging
treatment, 60-65% vy’ precipitates were obtained with a cuboidal morphology. The success of printing
and post-processing the new MAD542 superalloy may give new insights into alloy design approaches
for additive manufacturing.
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1. Introduction

To improve the high-temperature mechanical and chemical properties, the nickel-based superalloy
family has been developed significantly over the past several decades by chemical composition
optimization. Therefore, the y’-strengthened nickel-based superalloys are highly alloyed material
systems. With the nickel acting as the austenitic matrix, it is doped with up to 10 or more
alloying elements [1,2]. The addition of these alloying elements primarily serves the purpose of
improving high-temperature performance. Generally, the mechanical performance is associated with
the combination of the precipitation hardening effect from the ordered L1; v’ intermetallic phase
and the solid solution strengthening effect from refractory elements slowly diffusing at elevated
temperature. For the chemical properties, it is strongly related to the formation of protective oxide
layers during high-temperature applications. Owing to the excellent high-temperature properties
and wide engineering application of nickel-based superalloys, the fabrication of superalloy parts by
the promising additive manufacturing (AM) techniques is of great interest. Extensive investigations
have been done regarding the AM process tailoring, the post-process treatments, and characterization
of high-temperature mechanical and chemical properties of a group of v’ precipitate-strengthened
nickel-based superalloys, such as IN939 [3], IN738LC [4-6], and CM247LC [7,8]. The compositions
of these superalloys were proposed decades ago but, unfortunately, they were not developed with
the intention of being adopted for AM processes.

Based on this, the need for novel chemical compositions of nickel-based superalloys ready for
AM processing is urgent. However, the AM processing of precipitation-strengthened nickel-based
superalloys is a great challenge, owing to its intrinsic cracking susceptibility during the AM
process and/or the associated post-processing treatment. Four critical cracking mechanisms of
precipitate strengthened nickel-based superalloys summarized from the welding literature below are
generally accepted:
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1. Solidification cracking (SC). During the last stage of solidification, the residual tensile stress
caused by the shrinkage strain may tear apart the remaining liquid at the interdendritic region [9].

2. Liquation cracking (LC). During the intrinsic re-heating [10] of the heat-affected zone,
the (sub)grain boundaries or interdendritic regions, where the solidus temperatures are reduced
by the elemental segregation during solidification, get liquified and pulled apart [11,12].

3.  Strain-age cracking (SAC). During the post-processing thermal treatment, while the material
is exposed to an aging temperature, the formation of precipitates will reduce the ductility.
Simultaneously, the un-released residual stress plus the precipitation stress could induce cracking
when the strain exceeds the ductility limit [13].

4. Ductility-dip cracking (DDC). During the post-processing thermal treatment of precipitate-
strengthened nickel-based superalloys, a certain temperature range is critical because the ductility
is highly reduced (ductility dip). Similar to SAC, a high enough strain leads to cracking in
the low-ductility region [14].

In a simplistic sense, SC and LC could be attributed to the poor stress resisting capacity of
the interdendritic spaces. One of the natures of the AM microstructure is the cellular-dendritic
structure, whose size is around a few hundred nanometers to micrometers, depending on the specific
AM process. On the other hand, these cellular structures are fine dendritic structures in terms of
the elemental distribution, since, even though the cooling rate for the AM process is significantly
high, the micro-segregation between the dendrite/interdendritic region cannot be fully inhibited.
In the highly alloyed metallic material systems, it is widely reported that some of the elements
segregate to the dendritic core region in the as-fabricated condition, such as W (in a selective electron
beam melted (SEBM) CMSX-4 superalloy [15] and a laser powder bed fused (LPBF) CM247LC
superalloy [16]) and Fe (in a laser beam welded (LBW) IN718 superalloy [17] and LPBF 316L steel [18]).
In contrast, some other elements partitioned at the interdendritic region, such as Mo (LPBF 316L [18],
LPBF IN718 [19]), Al, Ta (SEBM CMSX-4 [15], LPBF CM247LC [16]), Ti (LPBF CM247LC [16]),
and Nb (LPBF IN718 [19]). Among these important major alloying elements, Al and Ti primarily
act as the y’ phase formers, while W, Ta, Mo, and Nb are usually considered the solid solution
strengtheners. On this basis, we considered Mo, Nb, and Ta as the key elements that may reduce
the cracking susceptibility, because (1) they are prone to segregating at the interdendritic region and
could compensate for the solidification shrinkage, (2) they will enhance the strength of the interdendritic
region in the solidified condition and thereby increase the cracking resistance by solid solutioning,
and (3) they do not serve as the major y’ formers.

In addition, the SAC and DDC mechanisms could simply be described as having a lack of
stress releasing capacity during the post-processing thermal treatment. A sluggish recrystallization
behavior is commonly found in the LPBF alloys, partially because that dislocation recovery barely
happens in nickel-based superalloy systems [20,21]. These facts indicate that the stored energy is barely
accommodated by the recovery-recrystallization-grain growth process. On this basis, to handle the
stored energy by alternative approaches, such as tuning the composition, remains desirable in order to
resist the post-processing cracking. Despite the reduction of stored energy by the conventional grain
boundary (GB) migration process, the formation of annealing twins could also be an effective way to
decrease the stored energy. Once the annealing twin boundary (IB) develops during the post-processing
thermal treatment, these TBs provide adequate interfaces for accommodating dislocations for increasing
ductility [22], thus the SAC and DDC susceptibility could be reduced. From the alloy composition
modification perspective, lowering the stacking fault energy (SFE) of the alloy is usually an operative
way to promote annealing twins. In the Re-free nickel-based superalloys, the Mo and Nb are the most
effective interdendritic partitioning elements for reducing the SFE [23].

To this end, we developed a novel nickel-based superalloy, MAD542, for the LPBF process and its
corresponding post-processing treatment. By adding appropriate levels of interdendritic segregating
elements, i.e., 5 wt.% Mo and 2 wt.% Nb, crack-free parts could be fabricated in the as-built condition.
Meanwhile, the addition of Mo and Nb decreased the SFE, which lowered the stored energy by
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TB formation. Extending this, the LPBF processing window of this novel superalloy was explored.
Subsequently, the microstructures of as-built and post-processing heat-treated samples were validated
by different characterization methods.

2. Materials and Methods

The chemical composition of the MAD542 superalloy is listed in Table 1. The thermodynamic
equilibrium diagram was evaluated by a thermodynamic calculation software (version 2020b,
Thermo-Calc Software, Stockholm, Sweden) with a TCNI10 database (see Figure A1 in the Appendix A).
The raw powders (particle size 15-45 um) for the LPBF process were supplied by Hogands AB,
Hoganas, Sweden. The micrographs of the powders used in this study are available in Figure A2 in
the Appendix A. The LPBF process was conducted using an EOS M 100 system (EOS GmbH, Krailling,
Germany) equipped with a 200 W ytterbium fiber laser source. The printing was carried out under
argon atmosphere protection. To explore the LPBF processing window of MAD542, we used 9 sets of
processing parameters, including 2 different laser powers, P (100 and 170 W) x 2 different scan speeds,
V (1000 and 1300 mm/s) x 2 different hatching distances, and H (50 and 70 pm) + the #9 parameters
with the middle values of P (135 W)/V (1150 mm/s)/H (60 um). An identical layer thickness, L, of 20 pm
was used for all the prints. The processing parameters are listed in Table 2. To compare the various
processing parameters, the volume energy density, E (J/mm?), was calculated as E = P/(V-H-L) and is
listed in Table 2. Nine cubes with the size of 10 mm X 10 mm X 10 mm were fabricated according to
the 9 different printing parameters and with a 67° scanning vector rotation between each layer.

Table 1. The chemical composition of the MAD542 nickel-based superalloy investigated in this study.

Element Cr Co Mo \%Y Al Ti Ta Nb
wt.% 8 8 5 4 5 1 3 2

Element C B Si P S Zr (0] Ni
wt.% 0.1 <0.001 <0.005 <0.001 <0.001 <0.002 0.015 Bal.

Table 2. Laser powder bed fusion processing parameters used in this study (layer thickness: 20 pm).

Exp  Laser Power, P (W) Scan Speed, V (mm/s) Hatching Distance, H (um)  Energy Density, E (J/mm?3)

#1 100 1000 50 100
#2 170 1000 50 170
#3 100 1300 50 77
#4 170 1300 50 131
#5 100 1000 70 71
#6 170 1000 70 121
#7 100 1300 70 55
#8 170 1300 70 93
#9 135 1150 60 98

Metallographic sample preparation, including grinding and polishing routines, was performed.
and a Leica DM6 optical microscope (OM) (Leica Microsystems GmbH, Wetzlar, Germany) was
used for evaluation of AM defects. The final finish of the metallographic sample preparation was
polishing with 0.04 pm colloidal silica suspension for 2 min. The defects were analyzed using
the open-source image analysis software, Image] (1.53¢c, National Institutes of Health, Bethesda, MD,
USA) [24]. Scanning transmission electron microscopy (STEM) was used for characterizing the as-built
microstructure using a high-angle annular dark field (HA ADF) detector on an FEI Tecnai G2 microscope
(FEI Company, Hillsboro, OR, USA) operated at 200 kV. The thin foil was prepared by conventional
twin-jet electro-polishing at —25 °C in a 10% perchloric acid and 90% ethanol electrolyte solution. The vy’
morphology was observed using a Hitachi SU70 field emission scanning electron microscope (FE-SEM)
(Hitachi, Ltd., Tokyo, Japan). Electron backscatter diffraction (EBSD) measurements were conducted
on the SEM, equipped with an Oxford EBSD detector (Oxford Instruments, Oxfordshire, UK).
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3. Results and Discussion

3.1. LPBF Processing Window of the MAD542 Superalloy

Figure 1 shows the results from the design of experiments (DoE) to find the LPBF processing
window. Owing to the various processing parameters applied for printing, an energy density study is
well adapted to understand the parametric influence and reduce the complexity of the parameters [25].
By metallographic observation of the well-polished samples via OM, the level of defects could be
quantitatively measured with the assistance of image analysis, e.g., threshold adjustment of binary
images to identify defects. In the present study, the total level of defects was presented as the area
fraction, including all cracks, porosities, and other defects. As plotted in the chart, the minimum defect
level (e.g., see micrograph of #3) was achieved around 0.06% at the valley of the ‘defect area fraction
vs. energy density’ curve. It suggests that the optimal energy density for printing MAD542 was
between 70-80 J/mm?. The MAD542 superalloy printed by the optimized process parameters had good
quality with no microcrack presence in the mm-scale (see Figure A3 in the Appendix A). Similar to
other studies [26,27], lower energy density resulted in defects, such as porosities or “lack-of-fusion’
(e.g., see micrograph of #7), while higher energy density lead to cracking (e.g., see micrograph of #2).
To perform the microstructural validation of the LPBF MAD542 superalloy, the #3 printing parameters,
with the combination of laser power of 100 W, scan speed of 1300 mm/s, hatching distance of 50 pum,
and layer thickness of 20 pm, was used for fabricating the as-built MAD542 sample.
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Figure 1. Laser powder bed fusion (LPBF) processing window investigation of MAD542 superalloy on
10 mm X 10 mm X 10 mm cubes. With lower energy density input, the major defects are dominated
by lack of fusion, while higher energy density inputs result in micro-cracks. The crack-free part is
provided by #3 printing parameters, which has a suitable energy density input for MAD542.
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3.2. As-Built Microstructure

Figure 2 shows the as-built microstructure (printed with #3 parameters in Table 2), imaged via
dark-field STEM (DF-STEM) micrographs, and the elemental distribution was imaged via STEM-energy
dispersive x-ray spectroscopy (EDS) composition mapping. It is well known that the cellular structure
is one of the core features of the as-AM-fabricated microstructure. By measuring the center-to-center
spacing (shown as the superposed networks in Figure 2a) of neighboring cells, the average cellular
size was determined as 420 nm. An enlarged view of the cellular structure is provided in Figure 2b.
The cellular walls were composed of dense, entangled dislocations (as indicated by the red arrow),
while in the interior region of the cell, less and more sparsely distributed dislocations were observed
(as indicated by the blue arrow). It should be noted that these cellular structures still represented
the features of the solidification dendrites without the development of secondary dendrites. In fact,
it can be supposed that the microsegregation of elements could not be fully suppressed in the LPBF
process. Here, we applied STEM-EDS composition mapping of a dendrite and its surrounding region,
as illustrated by the dashed box drawn in Figure 2b. Among the major alloying elements, Nb, Mo, Ta,
and Ti strongly partitioned to the interdendritic region. The segregation behaviors of these elements
follow the same tendencies as other LPBF nickel-based superalloys [8,28-30] and their conventional
cast counterparts [31-33].

Figure 2. (a) Dark-field scanning transmission electron microscopy (DF-STEM) micrograph of
the as-built MAD542 microstructure overlapped with cellular/dendritic arm spacing measurements in
sub-micron size. (b) Enlarged view of the cellular/dendritic structure. (c-1) EDS mapping results of
the scanning area as shown as the box in (b): (c) High-angle annular dark-field (HAADF) imaging,
(d) Co-Kmap, (e) Al-K map, (f) Cr-K map, (g) W-L map, (h) Nb-, Mo-, Ta-overlapping map, (i) Nb-L
mabp, (j) Mo-L map, (k) Ta-M map, and (1) Ti-K map.

3.3. Heat Treatment of MAD542 Superalloy

Figure 3a—c depicts the microstructure of the LPBF MAD542 superalloy after post-processing heat
treatment. For comparison, the microstructures of the heat-treated LPBF-processed y’-strengthened
superalloys IN738LC (Ni-16.2Cr—8.5C0-3.5A1-3.5Ti-2.4W-1.8Mo-1.7Ta—1Nb-0.1C-0.01B, wt.%) and
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CM247LC (Ni-8Cr-9.3Co-5.6A1-0.7Ti-9.5W-0.5Mo-3.2Ta-1.4Hf-0.07C-0.015B, wt.%) are illustrated in
Figure 3di, respectively. It should be noted that IN738LC and CM247LC are two common superalloys
of good interest for the LPBF process. In this study, the MAD542 was solutioning treated at 1230 °C
for 2 h, the IN738LC was hot isostatic pressed at 1210 °C for 4 h (for healing the cracks), followed by
solutioning heat treatment at 1120 °C for 2 h and aging at 850 °C for 24 h [34], and CM247LC was
solutioning treated at 1260 °C for 2 h. It should be noted that all the three superalloys were thermal
treated at the super-solvus temperature, which indicate that single y phase region was achieved.
The grains with a grain orientation spread (GOS) value less than 1° were defined as the recrystallized
grains. All three samples were recrystallized (RX) according to the GOS maps shown in Figure 3a,d,g.
The inverse pole figure (IPF) coloring maps, with GBs highlighted in black lines, shown in Figure 3b,e/h,
revealed the grain size (GS) of the RX samples. The GBs and TBs maps are plotted in Figure 3c,f,i. It is
worth noting that, compared with other LPBF precipitation-strengthened nickel-based superalloys,
the MAD542 alloy shows excellent RX response during post-processing heat treatment, even though
the LPBF superalloys are considered difficult to thermally treat into the recrystallized condition.

MAD542 IN738LC CM247LC

s GOS (%)

“~. Mean GS: 74 pm

o e L% 1B fraction: 57% g 7 7 T8 fraction: 32% | | T8 fraction: 5% |

Figure 3. Post-processing heat treated microstructures of LPBF MAD542 (a) grain orientation
spread (GOS) map, (b) inverse pole figure (IPF) coloring map, (c) grain- and twin-boundary map;
LPBF IN738LC [34] (d) grain orientation spread (GOS) map, (e) inverse pole figure (IPF) coloring map,
(f) grain- and twin-boundary map; LPBF CM247LC (g) grain orientation spread (GOS) map, (h) inverse
pole figure (IPF) coloring map, (i) grain- and twin-boundary map. Electron backscatter diffraction
(EBSD) step size: 2 um.

Owing to the greater amount of Mo and Nb added, annealing twins were easily promoted.
We found that the TB fraction of MAD542 increased from almost null (0.3%) in the as-built condition
to 40% after 10 min annealing and to 57% after 30 min annealing at 1230 °C. Meanwhile, 95% RX
fraction could be achieved by 60 min annealing. See Figure A4 in the Appendix A for details
regarding the RX and TB fraction evolution. As introduced above, the precipitation-strengthened
nickel-based superalloys not only faced the challenging cracking issues during AM-processing, but also
during the post-processing heat treatment. With the assistance of twin formation, the developed
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TB broke the parent GBs into finer interfacial networks. Consequently, the grain size was finer and
the GS distribution was more uniform in MAD542 (Figure 3b) compared to IN738LC (Figure 3e) and
CM247LC (Figure 3h). Furthermore, these interfacial boundaries effectively accommodated either
the internal strains caused by residual stresses or the precipitation strains from the vy’ formation
during the post-processing heat treatment. For verification, the resultant sample of MAD542 after heat
treatment was still in good quality with no microcrack presence (micrograph available in Figure A5 in
the Appendix A).

3.4. y' Precipitate Characterization

Figure 4 shows the micrographs of y’ precipitates after solutioning plus aging heat treatment.
In the v’ strengthened nickel-based superalloy, the volume fraction and morphology of v’ precipitates
were well associated with the critical mechanical properties at the elevated temperature, such as
creep resistance and yield strength. To reveal the grain boundary y’ (Figure 4a,b), deep etching was
conducted using electro-etching at 5 V in a 10% phosphoric acid solution. Stereo-images were generated
by image pairs from +10° angle of reproduction to illustrate the depth information, along with GB
networks. In Figure 4b, high density of v’ phases decorated the GB. The morphology and fraction of y’
at GBs were very similar to those in the bulk grains, indicating a uniform distribution of precipitation
throughout the whole sample. The y’ precipitates in the grain interior are shown in Figure 4c,d.
Cuboidal shaped v’ were obviously identified, and the average length was measured as 372 (+76) nm.
By applying image analysis, the volume fraction of ¥’ in this heat treatment condition was measured to
be between 60-65%. It is worth noting that after the successful precipitation of v’, no apparent defects
like cracks were introduced (see Figure A6 in the Appendix A).

pm

09

Figure 4. The v’ precipitate morphology of MAD542 superalloy after post-processing heat
treatment. (a) Stereo-image from SEM-secondary electron (SE) micrographs on a deep etched sample,
showing a high amount of v’ precipitate decorating the grain boundary region with an enlarged view
in (b); (c) SEM-SE imaging of high density of v’ precipitates observed in the grain interior region;
(d) the enlarged view of cuboidal v morphology.

4. Conclusions

To summarize, in this work, a novel chemical recipe of a precipitation-strengthened nickel-based
superalloy, MAD542, for AM processes was proposed. By searching the processing window
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using a DoE matrix containing nine different printing parameters, the MAD542 superalloy was
successfully fabricated in a crack-free condition with limited defects by LPBE. Beyond the excellent
manufacturability, this superalloy was successfully heat-treated without any cracking occurrence.
The key insight of developing the ‘non-weldable’ nickel-based superalloy in this study was to add
a higher amount of Mo, Nb, and Ta. These elements segregated to the interdendritic region and helped
to mitigate the interdendritic-like cracking (solidification and liquation cracking) during processing.
Meanwhile, the elements Mo and Nb acted as effective SFE reducers, initiating the formation of
annealing twins, which decreased the cracking susceptibility (SAC and DDC) during the post-processing
treatment. The results from this study will hopefully contribute to a new paradigm for alloy design
and lead to more precipitation-strengthened superalloys specifically tailored for AM processes in
the future.
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Figure A1l. The thermodynamic equilibrium step diagram of MAD542 using the TCNI10 database in
the Thermo-Calc software.
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Figure A2. Secondary electron SEM micrographs of the virgin powders of the MAD542 superalloy for
laser powder bed fusion. (a) at low magnification with an overall view and (b) at high magnification
with a detailed view.

(a) (b)

£ —
1 mm X 0.2 mm

Figure A3. The optical micrographs of the as-built MAD542 processed by #3 printing parameters
(laser power: 100 w; scan speed: 1300 mm/s; hatching distance: 50 pm; layer thickness: 20 pum).
(a) The overview of the as-built cube and (b) the enlarged view with higher magnification (sample
preparation: metallographic polishing).
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Figure A4. The twin boundary (TB) and recrystallization (RX) fraction evolution as a function of
annealing time at 1230 °C, indicating a combination of rapid RX and TB formation processes. The EBSD
scans cover an area od 870 um X 1266 pm with a 2-um step size. In the GB + TB maps, the grain
boundaries (GB) are plotted in black lines, while TBs are plotted in red lines. In the RX maps, RXed grains
are colored in blue. All the scale bars are 125 um.
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Figure A5. Large-scale (around 3.3 mm X 3.3 mm square) optical micrograph of the MAD542 superalloy
heat treated at 1230 °C for 2 h (sample preparation: metallographic polishing).

Figure A6. Large-scale (around 3.3 mm X 3.3 mm square) optical micrograph of the MAD542 superalloy
heat treated at 1230 °C for 2 h and 900 °C for 24 h (sample preparation: metallographic polishing).

References

1. Pollock, TM.; Tin, S. Nickel-Based Superalloys for Advanced Turbine Engines: Chemistry, Microstructure and
Properties. J. Propuls. Power 2006, 22, 361-374. [CrossRef]

2. Reed, R.C. The Superalloys Fundamentals and Applications; Cambridge University Press: Cambridge, UK, 2006.

3. Kanagarajah, P; Brenne, F,; Niendorf, T.; Maier, H. Inconel 939 processed by selective laser melting: Effect of
microstructure and temperature on the mechanical properties under static and cyclic loading. Mater. Sci.
Eng. A 2013, 588, 188-195. [CrossRef]


http://dx.doi.org/10.2514/1.18239
http://dx.doi.org/10.1016/j.msea.2013.09.025

Materials 2020, 13, 4930 11 of 12

10.

11.

12.

13.

14.

15.

16.

17.

18.

19.

20.

21.

22.

23.

24.

Messé, O.; Mufioz-Moreno, R.; lllston, T.; Baker, S.; Stone, H. Metastable carbides and their impact on
recrystallisation in IN738LC processed by selective laser melting. Addit. Manuf. 2018, 22, 394-404. [CrossRef]
Kunze, K.; Etter, T.; Grasslin, J.; Shklover, V. Texture, anisotropy in microstructure and mechanical properties
of IN738LC alloy processed by selective laser melting (SLM). Mater. Sci. Eng. A 2015, 620,213-222. [CrossRef]
Xu, J.; Gruber, H.; Deng, D.; Peng, R.L.; Moverare, ].J. Short-term creep behavior of an additive manufactured
non-weldable Nickel-base superalloy evaluated by slow strain rate testing. Acta Mater. 2019, 179, 142-157.
[CrossRef]

Kalentics, N.; Sohrabi, N.; Tabasi, H.G.; Griffiths, S.; Jhabvala, J.; Leinenbach, C.; Burn, A.; Logé, R.E.
Healing cracks in selective laser melting by 3D laser shock peening. Addit. Manuf. 2019, 30, 100881.
[CrossRef]

Divya, V.; Mufioz-Moreno, R.; Messé, O.; Barnard, J.; Baker, S.; Illston, T.; Stone, H.J. Microstructure of selective
laser melted CM247LC nickel-based superalloy and its evolution through heat treatment. Mater. Charact.
2016, 114, 62-74. [CrossRef]

Kou, S. Welding Metallurgy, 2nd ed.; John Wiley & Sons, Inc.: Hoboken, NJ, USA, 2003.

Debroy, T.; Wei, H.; Zuback, J.; Mukherjee, T.; Elmer, J.; Milewski, J.; Beese, A.; Wilson-Heid, A.;
De, A.; Zhang, W. Additive manufacturing of metallic components—Process, structure and properties.
Prog. Mater. Sci. 2018, 92, 112-224. [CrossRef]

Dupont, J.N.; Lippold, J.C; Kiser, S.D. Welding Metallurgy and Weldability of Nickel-Base Alloys;
John Wiley & Sons, Inc.: Hoboken, NJ, USA, 2009.

Chauvet, E.; Kontis, P; Jagle, E.A.; Gault, B.; Raabe, D.; Tassin, C.; Blandin, J.-J.; Dendievel, R.; Vayre, B.;
Abed, S.; et al. Hot cracking mechanism affecting a non-weldable Ni-based superalloy produced by selective
electron Beam Melting. Acta Mater. 2018, 142, 82-94. [CrossRef]

Carter, L.N.; Attallah, M.M.; Reed, R.C. Laser Powder Bed Fabrication of Nickel-Base Superalloys: Influence of
Parameters; Characterisation, Quantification and Mitigation of Cracking. Superalloys 2012, 2012, 577-586.
Noecker, EF.; Dupont, ].N. Metallurgical Investigation into Ductility Dip Cracking in Ni-Based Alloys: Part II.
Weld ]. 2009, 88, 62-77.

Ramsperger, M.; Roncery, L.M.; Lopez-Galilea, I.; Singer, R.F,; Theisen, W.; Korner, C. Solution Heat
Treatment of the Single Crystal Nickel-Base Superalloy CMSX-4 Fabricated by Selective Electron Beam
Melting. Adv. Eng. Mater. 2015, 17, 1486-1493. [CrossRef]

Griffiths, S.; Tabasi, H.G.; Ivas, T.; Maeder, X.; De Luca, A.; Zweiacker, K.; Wrébel, R.; Jhabvala, J.; Logé, R.;
Leinenbach, C. Combining alloy and process modification for micro-crack mitigation in an additively
manufactured Ni-base superalloy. Addit. Manuf. 2020, 36, 101443. [CrossRef]

Odabasi, A.; Unlii, N.; Géller, G.; Eruslu, M.N. A Study on Laser Beam Welding (LBW) Technique: Effect of
Heat Input on the Microstructural Evolution of Superalloy Inconel 718. Met. Mater. Trans. A 2010,
41, 2357-2365. [CrossRef]

Wang, Y.M.; Voisin, T.; McKeown, ].T.; Ye, J.; Calta, N.P; Li, Z.; Zeng, Z.; Zhang, Y.; Chen, W.; Roehling, T.T.;
etal. Additively manufactured hierarchical stainless steels with high strength and ductility. Nat. Mater. 2018,
17, 63-71. [CrossRef] [PubMed]

Inconel 718 manufactured by selective laser melting before and after solution heat treatment. Mater. Sci.
Eng. A 2017, 689, 220-232. [CrossRef]

Chen, K.; Huang, R.; Li, Y,; Lin, S.; Zhu, W.; Tamura, N.; Li, J.; Shan, Z.-W.; Ma, E. Rafting-Enabled Recovery
Avoids Recrystallization in 3D-Printing-Repaired Single-Crystal Superalloys. Adv. Mater. 2020, 32. [CrossRef]
Li, Z.; Xu, Q.; Liu, B. Microstructure simulation on recrystallization of an as-cast nickel based single crystal
superalloy. Comput. Mater. Sci. 2015, 107, 122-133. [CrossRef]

Lu, K; Lu, L,; Suresh, S. Strengthening Materials by Engineering Coherent Internal Boundaries at
the Nanoscale. Science 2009, 324, 349-352. [CrossRef]

Shang, S.L.; Zacherl, C.L.; Fang, H.Z.; Wang, Y.; Du, Y.; Liu, Z.K. Effects of alloying element and temperature
on the stacking fault energies of dilute Ni-base superalloys. |. Phys. Condens. Matter 2012, 24, 505403.
[CrossRef]

Schneider, C.A.; Rasband, W.S.; Eliceiri, K. W. NIH Image to Image]: 25 years of image analysis. Nat. Methods
2012, 9, 671-675. [CrossRef] [PubMed]


http://dx.doi.org/10.1016/j.addma.2018.05.030
http://dx.doi.org/10.1016/j.msea.2014.10.003
http://dx.doi.org/10.1016/j.actamat.2019.08.034
http://dx.doi.org/10.1016/j.addma.2019.100881
http://dx.doi.org/10.1016/j.matchar.2016.02.004
http://dx.doi.org/10.1016/j.pmatsci.2017.10.001
http://dx.doi.org/10.1016/j.actamat.2017.09.047
http://dx.doi.org/10.1002/adem.201500037
http://dx.doi.org/10.1016/j.addma.2020.101443
http://dx.doi.org/10.1007/s11661-010-0319-y
http://dx.doi.org/10.1038/nmat5021
http://www.ncbi.nlm.nih.gov/pubmed/29115290
http://dx.doi.org/10.1016/j.msea.2017.02.062
http://dx.doi.org/10.1002/adma.201907164
http://dx.doi.org/10.1016/j.commatsci.2015.05.020
http://dx.doi.org/10.1126/science.1159610
http://dx.doi.org/10.1088/0953-8984/24/50/505403
http://dx.doi.org/10.1038/nmeth.2089
http://www.ncbi.nlm.nih.gov/pubmed/22930834

Materials 2020, 13, 4930 12 of 12

25.

26.

27.

28.

29.

30.

31.

32.

33.

34.

Carter, L.N.; Wang, X.; Read, N.; Khan, R.; Aristizabal, M.; Essa, K.; Attallah, M.M. Process optimisation of
selective laser melting using energy density model for nickel based superalloys. Mater. Sci. Technol. 2016,
32, 657-661. [CrossRef]

Cloots, M.; Uggowitzer, PJ.; Wegener, K. Investigations on the microstructure and crack formation of IN738LC
samples processed by selective laser melting using Gaussian and doughnut profiles. Mater. Des. 2016,
89, 770-784. [CrossRef]

Carter, L.N.; Essa, K.; Attallah, M. Optimisation of selective laser melting for a high temperature Ni-superalloy.
Rapid Prototyp. ]. 2015, 21, 423—-432. [CrossRef]

Ramsperger, M.; Singer, R.E; Koérner, C. Microstructure of the Nickel-Base Superalloy CMSX-4 Fabricated by
Selective Electron Beam Melting. Met. Mater. Trans. A 2016, 47, 1469-1480. [CrossRef]

Hariharan, A.; Lu, L.; Risse, J.; Kostka, A.; Gault, B.; Jagle, E.A.; Raabe, D. Misorientation-dependent
solute enrichment at interfaces and its contribution to defect formation mechanisms during laser additive
manufacturing of superalloys. Phys. Rev. Mater. 2019, 3, 123602. [CrossRef]

Wang, X.; Carter, L.; Pang, B.; Attallah, M.M.; Loretto, M.H. Microstructure and yield strength of
SLM-fabricated CM247LC Ni-Superalloy. Acta Mater. 2017, 128, 87-95. [CrossRef]

D’Souza, N.; Lekstrom, M.; Dong, H. An analysis of measurement of solute segregation in Ni-base superalloys
using X-ray spectroscopy. Mater. Sci. Eng. A 2008, 490, 258-265. [CrossRef]

El-Bagoury, N.; Waly, M.; Nofal, A. Effect of various heat treatment conditions on microstructure of cast
polycrystalline IN738LC alloy. Mater. Sci. Eng. A 2008, 487, 152-161. [CrossRef]

Mostafaei, M.; Abbasi, S. Solutioning and solidification process control in Ta-modified CM247 LC superalloy.
J. Mater. Process. Technol. 2016, 231, 113-124. [CrossRef]

Xu, J.; Gruber, H.; Boyd, R.; Jiang, S.; Peng, R.L.; Moverare, ]J. On the strengthening and embrittlement
mechanisms of an additively manufactured Nickel-base superalloy. Materialia 2020, 10, 100657. [CrossRef]

Publisher’s Note: MDPI stays neutral with regard to jurisdictional claims in published maps and institutional
affiliations.

@ © 2020 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
@ article distributed under the terms and conditions of the Creative Commons Attribution

(CC BY) license (http://creativecommons.org/licenses/by/4.0/).


http://dx.doi.org/10.1179/1743284715Y.0000000108
http://dx.doi.org/10.1016/j.matdes.2015.10.027
http://dx.doi.org/10.1108/RPJ-06-2013-0063
http://dx.doi.org/10.1007/s11661-015-3300-y
http://dx.doi.org/10.1103/PhysRevMaterials.3.123602
http://dx.doi.org/10.1016/j.actamat.2017.02.007
http://dx.doi.org/10.1016/j.msea.2008.01.025
http://dx.doi.org/10.1016/j.msea.2007.10.004
http://dx.doi.org/10.1016/j.jmatprotec.2015.12.021
http://dx.doi.org/10.1016/j.mtla.2020.100657
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Materials and Methods 
	Results and Discussion 
	LPBF Processing Window of the MAD542 Superalloy 
	As-Built Microstructure 
	Heat Treatment of MAD542 Superalloy 
	' Precipitate Characterization 

	Conclusions 
	
	References

