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ABSTRACT
The influence of furnace annealing on the structure of cast metal in ingots of 200 mm diameter of the intermetallic Ti‒28Al‒ 
7Nb–2Mo‒2Cr titanium alloy produced by the method of electron beam melting and its welded joints produced by the method 
of electron beam welding was determined. It was determined that the EBM metal produced from the ingots of 200 mm diam-
eter is satisfactorily welded under the conditions of applying such additional technological measures as preheating and local 
heat treatment. It is shown that annealing at the temperature of 1260 °C for 10 h led to the formation of a uniform microstruc-
ture in the base metal, HAZ and weld metal, decomposition of the duplex structure and absence of regions with a two-phase 
(γ+α2)-lamellar structure. The room temperature strength of welded joints after annealing is equal to 746 MPa or 98 % of the 
base metal strength.
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INTRODUCTION
Intermetallic alloys based on Ті‒Аl system have high 
indices of heat-resistant properties and are designed 
for operation in different structures at temperatures of 
600‒900 °С [1, 2]. In such alloys, two intermetallic 
phases are formed: α2-phase (Ті3А1), which has a hex-
agonal densely-packed crystalline lattice, and γ-phase 
(ТіАl), which has an ordered tetragonally distorted 
face-centered structure. Gamma-alloys are divided into 
two large groups: single-phase γ-alloys with the alu-
minium content of 50‒52 mol.% and two-phase (α2+γ) 
alloys with the aluminium content of 42‒49  mol.%. 
Most common alloying elements in such alloys are Nb, 
Сr, Мо, Zr, Мn, W [3‒6]. Gamma-alloys are consid-
ered to be the most promising materials for aerospace 
and engine-building areas [7‒11].

The prospects for the use of intermetallics are 
based on the following features of intermetallics: in-
termetallics preserve their strength to high tempera-
tures [12‒14]; the modulus of elasticity of interme-
tallics is less intensively reduced with an increase in 
the temperature unlike that of industrial heat-resistant 
alloys; the self-diffusion coefficient in intermetallics 
is by several orders of magnitude lower than that in 
disordered alloys at comparable temperatures, which 
affects the lower creep rate [15, 16].

The use of alloys based on titanium intermetal-
lics for the manufacturing of turbine blades, as well 
as hot gas tract parts such as combustion chambers, 
diffusers, exhaust systems, will allow increasing the 
operating temperature of gas turbine engines (GTE) 
by 100‒150 °C, reducing mass and increasing the ser-

vice life of engine. In Ukraine, in nowadays condi-
tions, the manufacturing and application of this class 
of materials for the aircraft and power engineering is 
of great demand [16].

The main tasks to be solved in the development 
of structural materials based on intermetallics are an 
increase in the low-temperature ductility and fracture 
toughness [18].

To produce alloys based on titanium aluminides, 
the use of electron beam melting (EBM) is promis-
ing, which allows minimizing the liquation process-
es during ingot solidification by dividing the process 
of melting billet and ingot solidification, producing 
high-quality homogeneous ingots with a fine-grained 
structure and removing high- and low-density inclu-
sions, which is very important for producing ingots of 
critical purpose [17, 18].

Also, an important problem affecting the possi-
bility of using alloys based on titanium aluminide is 
their weldability. The thermal cycle of electron beam 
(EBW) and argon-arc welding (AAW) leads to the 
formation of cold cracks in joints [19]. To prevent 
the formation of cracks, it is necessary to apply ad-
ditional technological measures — local heat treat-
ment (LHT), preheating and annealing after welding 
[20‒24]. The impact of heat treatment on the proper-
ties of welded joints, produced by EBW with LHT is 
also a poorly-studied issue.

The aim of this work is to determine the impact of 
furnace annealing on the base metal structure of the 
intermetallic Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium alloy, 
produced by the EBM method, and its welded joints 
produced by the method of electron beam welding.
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MATERIALS AND RESEARCH METHODS
Smelting of experimental ingots with a di-
ameter of 200  mm from the alloy based on 
Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium aluminide was car-
ried out in the multipurpose laboratory electron beam 
installation UE-121.

Examination of the specimen structure of the al-
loys based on titanium aluminide was carried out in 
the Neophot-32 optical microscope at various mag-
nifications. The photos of microstructures were tak-
en with a digital camera С-3000 of the OLYMPUS 
Company.

EBW was carried out in the modernized welding unit 
UL-144, equipped with ELA 60/60 power source, TsF-
19 welding gun and SU-220 beam control device [25].

EBW allows applying such additional technolog-
ical measures as preheating and postweld local heat 
treatment directly in a vacuum chamber that pre-
vents oxidation and saturation of the weld metal and 
heat-affected zone (HAZ) by gas impurities [26‒28]. 
To determine weldability of the specimens from the 
metal based on Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium 
aluminide, welding of 120×60×8 mm specimens was 
performed. For electron beam welding, billets for the 
specimens were cut out of the cast ingot of 200 mm 
diameter. The specimens of butt joints were assem-
bled without a gap and edge preparation.

One of the advantages in electron beam welding 
technology concerning titanium and Ti-based alloys, 
in addition to providing reliable protection of welded 
joints, is the ability to carry out local preheating and 
further heat treatment in a vacuum chamber [29]. Pre-
heating of welded joints is a quite effective technological 
measure used in welding of high-strength titanium alloys 
to prevent the formation of cold cracks [26, 30].

EBW parameters are the following: speed — 
7 mm/s; current — 80 mA. Temperature of specimen 
preheating was 400 °С, temperature of postweld LHT 
in the vacuum chamber — 900 °С. The use of pre-
heating and local electron beam heat treatment al-
lowed producing high-quality welded joints without 

cracks. The temperatures of preheating of 400 °С and 
postweld LHT in the vacuum chamber of 900 °С were 
chosen in accordance with the experience of welding 
47XD alloy based on titanium aluminide [31].

Welded joints of the alloy based on 
Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium aluminide, pro-
duced without LHT, are prone to the formation of cold 
cracks (Figure 1, a). When applying such additional 
technological measures as preheating and LHT, the 
metal of Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium aluminide 
is welded satisfactorily. The weld formation in EBW 
of Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium aluminide with 
preheating and LHT is good, undercuts, pores and 
cracks are not formed.

An example of the welded joint transverse macro-
section of the alloy based on Ті‒28Аl‒7Nb‒2Мо‒2Сr 
titanium aluminide, produced by EBW with preheat-
ing and postweld LHT is shown in Figure 1, b. It was 
determined: the width of the weld above is 2.2 mm 
and on the back side it is 1.8 mm, the height of the 
reinforcement above is 0.5 mm and on the back side it 
is 0.8 mm. The weld formation in EBW with preheat-
ing and postweld LHT is good, undercuts, pores and 
cracks are not formed.

STRUCTURE OF BASE METAL 
OF ALLOY BASED ON Ті‒28Аl‒7Nb‒2Мо‒2Сr 
TITANIUM ALUMINIDE
γ-ТіА1 intermetallic, on the base of which an experi-
mental intermetallic Ті‒28Аl‒7Nb‒2Мо‒2Сr alloy was 
produced, has an ordered tetragonally distorted face-cen-
tered structure L10, in which planes filled with titanium 
atoms alternate with planes occupied by aluminium at-
oms [32]. The homogeneity region of this intermetallic 
in the Ті‒Аl system is quite large [33].

Microstructure of the base metal of the intermetal-
lic alloy based on Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium 
aluminide is shown in Figure 2. In the middle zone of 
the ingot, the cast metal is characterized by the fact 
that the linear phase is an ordered cubic B2-phase 
forming a mesh structure with different sizes of mesh-
es from 30 to 100 μm (Figure 2, a), sometimes against 

Figure 1. Welded joint of alloy based on Ті–28Аl–7Nb–2Мо–2Сr titanium aluminide, produced by EBW without using preheating and 
LHT (а) and in the state after LHT (b): Іb = 90 mA (а), Vw = 7 mm/s (a, b), LHT temperature is 750 °С, 10 min (b)
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the background (Figure 2, b) of lamellar structure 
with lamellae twinning (Figure 2, f). In some places, 
a light phase containing other particles is observed 
(Figure 2, b). The phase forming a mesh structure in-
cludes both rectilinear and curvilinear regions (Fig-
ure 2, c) and looks dark or light in the photo (Figure 2, 
d). Often, such particles have a transverse substruc-
ture (Figure 2, e). Dispersed precipitations (probably, 
precipitations of B2-phase) are located both against 
the background of the matrix phase (Figure 2, d), as 
well as decorate other components of the structure: 
grain boundaries, lamellae (Figure 2, c). The thick-
ness of the linear phase forming a mesh ranges from 1 
to 5 μm (Figure 2, e).

To determine the influence of additional furnace 
heat treatment, namely annealing, on the structure of 
the base metal of Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium 
aluminide, a part of the metal was subjected to fur-
nace annealing. Annealing was performed in the vac-
uum chamber, its temperature was 1260 °C, the time 

was 10 h, cooling of the joints occurred with the fur-
nace. The BM structure after annealing is represented 
by a light matrix phase, which is γ-titanium aluminide 
(Figure 3, a). Against the background of the matrix, 
a dark linear phase is clearly revealed, which forms a 
mesh with nuclei of 50‒100 μm. The thickness of the 
linear phase elements is 1.5‒2.5 μm.

After annealing, the structure also contains dis-
persed particles of up to 1.0‒1.5 μm, forming clusters 
(Figure 3, b) in the matrix phase, as well as chains dec-
orating other structural elements (boundaries of lamel-
lae and other particles) (Figure 3, c, d). In the structure, 
also separated dark (Figure 3, d) and light particles of 
2‒15 μm long and about 2 μm thick are present.

Thus, all structural elements inherent in the met-
al of Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium aluminide 
after annealing were observed in the metal structure 
before annealing as well. A significant difference of 
annealed BM from non-annealed is a significant re-
duction in the fraction of a lamellar structure. Thus, as 

Figure 2. Microstructure of base metal of alloy based on Ti–28Al–7Nb–2Mo–2Cr titanium aluminide
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a result of annealing at 1260 °С, in the base metal of 
Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium aluminide, trans-
formation namely of the duplex structure occurred.

MICROSTRUCTURE OF WELD METAL
The weld metal, produced by EBW with preheating 
and LHT, consists mainly of coarse grains, elongat-

ed in the direction of heat removal. Only along the 
weld axis, finer equiaxial grains of 100‒200 μm are 
formed. The linear dark phase forming a mesh is lo-
cated in the form of bands transverse to the weld axis 
in the weld part of medium height. The intragranu-
lar metal structure of the middle weld part consists 
of small (not more than 20 μm) regions with a lamel-

Figure 3. Microstructure of base metal of alloy based on Ті–28Аl–7Nb–2Мо–2Сr titanium aluminide, after annealing at 1260 °С

Figure 4. Microstructure of welded joint weld metal of alloy based on Ті–28Аl–7Nb–2Мо–2Сr titanium aluminide, produced by EBW, 
after annealing at 1260 °С
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lar structure against the background of a light matrix 
phase. Here, the thickness of lamellae in the weld 
metal is about 1 μm. In addition, in the structure, lin-
ear particles forming a mesh are present. They have a 
length of 3‒80 μm and a thickness of 1‒3 μm, can be 
homogeneous and fragmented. In many linear parti-
cles, dispersed phase precipitations are concentrated, 
which are arranged also against the background of the 
matrix phase. The weld metal structure contains also 
micropores, their size is 1‒2 μm.

MICROSTRUCTURE OF WELD 
METAL AFTER HEAT TREATMENT
In the weld metal against the background of the light ma-
trix phase, linear dark and light structural elements are 
revealed (Figure 4). Dark particles, mostly rectilinear of 
up to 50 μm long and 1.5‒2.5 μm thick are located in 
the volume of grains (Figure 4, b, c). Light rectilinear 
particles are often decorated with dispersed precipita-

tions, along the grain boundaries, light fringing can be 
observed (Figure 4, d). Dispersed particles of up to 2 μm 
are present both in the volume of grains as well as in the 
form of boundary fringes or other structural elements. In 
the weld metal, micropores are present.

In the weld metal, produced by EBW after 10-hour 
annealing at 1200 °C as well as in the base metal, lamel-
lar structure observed before annealing, is absent.

MICROSTRUCTURE OF HAZ METAL
HAZ microstructure of the welded joint of 
Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium aluminide unlike 
BM in HAZ is represented by a lamellar structure 
with a small length of lamellae of up to 10 μm and 
a thickness of about 1 μm. From the weld metal, the 
metal of the near-weld zone differs by much lower 
density of region location with a lamellar structure. 
Other structural HAZ components are identical to 
similar elements of the weld metal structure except of 

Figure 5. Microstructure of HAZ metal of welded joint of alloy based on Ті–28Аl–7Nb–2Мо–2Сr titanium aluminide, produced by 
EBW, in the state after annealing at 1260 °С
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the fact that in HAZ, the phase forming a mesh struc-
ture does not form bands transverse to the weld axis 
and, most probably, inherits the nature of the phase 
location forming a mesh in BM.

Microstructure of the HAZ metal after annealing at 
1260 °С is presented in Figure 5. Analysis of the ob-
tained images showed that in HAZ, up to the very fu-
sion zone, a formation of a linear dark phase of a mesh 
pattern is observed, which in some places changes 
into a banded pattern. The parameters of the mesh and 
bands nuclei are the same as in BM. The thickness 
of the linear phase is 1.0‒2.5 μm. In the HAZ metal, 
light particles of up to 20 μm long are encountered 
(Figure 5, d, b), which are often decorated with dis-
persed particles. In addition, single dispersed particles 
and their clusters are observed (Figure 5, e, f).

Thus, the main difference of the HAZ met-
al structure of the welded joint of the intermetallic 
Ті‒28Аl‒7Nb‒2Мо‒2Сr alloy after annealing con-
sists in the absence of regions with a lamellar struc-
ture that were present in HAZ after welding.

Therefore, the carried out 10-hour annealing of the 
electron beam welded joint of the intermetallic alloy 
based on γ-phase at a temperature of 1260 °С led to 
the formation of relatively homogeneous microstruc-
ture in the base metal, HAZ and weld metal. As a re-
sult of annealing, in the metal of all zones of the weld-
ed joint, decomposition of a duplex lamellar structure 
occurred. In the metal of all areas of the welded joint, 
regions with a lamellar structure are almost absent.

The obtained mechanical properties of welded 
joints of the alloy based on Ті‒28Аl‒7Nb‒2Мо‒2Сr 
titanium aluminide allowed making a conclusion that 
at 20 °C, the strength of welded joints after annealing 
at 1260 °С is at the level of 746 MPa or 98 % from 
the strength of the base metal (Table 1). The indices of 
impact toughness are at the level of 9‒13 J/cm2.

Thus, the cast metal of ingots based on 
Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium aluminide, pro-
duced by the EBM method is satisfactorily welded 
by EBW when applying preheating and LHT. After 
10-hour annealing of the base metal and welded joint 
metal of the intermetallic alloy at a temperature of 
1260 °С in the base metal, weld metal and HAZ, rela-

tively uniform microstructure was formed. As a result 
of annealing, in the metal of all zones of the welded 
joint, decomposition of a duplex lamellar structure 
occurred. In general, the maximum fracture toughness 
is typical of alloys with a lamellar structure, but after 
heat treatment, welded joints have indices of the room 
temperature strength at the level of the base metal. In 
the metal of all areas of the welded joint, regions with 
a lamellar structure are almost absent.

Conclusions
1. The metal produced from the ingots based on 
Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium aluminide is sat-
isfactorily welded by EBW under the conditions of 
applying such additional technological measures, as 
preheating and LHT. The weld formation in EBW 
with preheating and postweld LHT is good, under-
cuts, pores and cracks were not detected.

2. The intragranular structure of the weld metal 
after AAW and EBW with LHT is different from the 
structure of the base metal. Thus, in EBW it is com-
posed of small (not more than 20 μm) regions with a 
(γ+ α2)-lamellar structure against the background of 
a light matrix of the γ-phase with a mesh from lin-
ear particles of 3‒80 μm long and 1–3 μm thick, in 
AAW — from a single-phase γ-structure, alternating 
with the regions of a two-phase (γ+ α2)-lamellar struc-
ture of up to 50 μm.

3. Annealing of the welded joint of 
Ті‒8Аl‒7Nb‒2Мо‒2Сr alloy, produced by EBW, at 
a temperature of 1260 °С during 10 h led to the for-
mation of a homogeneous microstructure in the base 
metal, HAZ and weld metal, as a result of annealing 
in all zones of the welded joint, decomposition of a 
duplex structure occurred and the regions with a two-
phase (γ+α2)-lamellar structure are absent.

4. The strength of welded joints, produced by 
EBW with LHT of the intermetallic alloy based on 
Ti‒28Al‒7Nb‒2Mo‒2Cr titanium aluminide after an-
nealing at 1260 °С is at the level of 746 MPa or 98 % 
from the strength of the base metal.

References
1.	Peters, M., Kumpfert, J., Ward, C.H., Leyens, C. (2003) Ti-

tanium alloys for aerospace applications. Adv. Eng. Mater., 
5, 419–427.

2.	Williams, J.C., Boyer, R.R. (2020) Opportunities and issues 
in the application of titanium alloys for aerospace components 
metals. Metals, 10(6), 705.

3.	Burtscher, M., Klein, Y., Lindemann, J. et al. (2020) An ad-
vanced TiAl alloy for high-performance racing applications. 
Materials, 13, 4720.

4.	Hu, D. (2001) Effect of composition on grain refinement in 
TiAl-based alloys. Intermetallics, 9, 1037–1043.

5.	Xia, Q., Wang, J.N., Yang, J., Wang, Y. (2001) On the mas-
sive transformation in TiAl-based alloys. Intermetallics, 9, 
361–367.

Table 1. Mechanical properties of base metal and welded joints 
of alloy based on Ті‒28Аl‒7Nb‒2Мо‒2Сr titanium aluminide, 
produced by EBW with preheating and LHT

Specimen σt, 
MPa

σ02, 
MPa

KCV, 
J/cm2

Base metal 754 570 12.9

EB welded joint after annealing 
at 1260 °C during 10 h 746 566 9.8



51

Influence of heat treatment on the structure and properties of Ti–28Al–7Nb–2Mo–2Cr                                                                                                                                                                                                    

                                                                                                                                                                               

6.	Bewlay, B.P., Nag, S., Suzuki, A., Weimer, M.J. (2016) TiAl 
alloys in commercial aircraft engines. Materials at High Tem-
peratures, 33, 549–559.

7.	Iliin, A.A., Lolachev, B.A., Polkin, I.S. (2009) Titanium 
alloys. Composition, structure, properties: Refer. Book. 
VILS-MATI [in Russian].

8.	Clemens, H., Mayer, S. (2016) Intermetallic titanium alu-
minides in aerospace applications — processing, microstruc-
ture and properties. Materials at High Temperatures, 33, 
560–570.

9.	Kim, Y.W., Kim, S.L. (2018) Advances in gammalloy materi-
als–processes–application technology: Successes, dilemmas, 
and future. JOM, 70, 553–560.

10.	Hu, D., Botten R.R. (2002) Phase transformations in some 
TiAl-based alloy. Intermetallics, 10, 701–715.

11.	Kim, Y.-W., Dimiduk, D.M. (2002) Designing gamma TiAl 
alloys: Fundamentals, Strategy and Productions. Intermetal-
lics, 10, 531.

12.	Cobbinah, P.V., Matizamhuka, W.R. (2019) Solid-state pro-
cessing route, mechanical behaviour, and oxidation resistance 
of TiAl alloys. Adv. Mater. Sci. and Eng., 1, 4251953.

13.	Kenel, C., Leinenbach, C. (2016) Influence of Nb and Mo on 
microstructure formation of rapidly solidified ternary Ti–Al–
(Nb, Mo) alloys. Intermetallics, 69, 82–89.

14.	Kim K.W., Klemens H.et al. (2003) Gamma titanium alu-
minides. TMS, Warrendale, PA, USA.

15.	(2003) Titanium and titanium alloys. Fundamentals and 
applications. Eds by Leyens and M. Peters. Weinheim. WI-
LEY-VCH Verlag GmbH & Co, KGaA, Germany.

16.	Burtscher, M., Klein, T., Mayer, S. et al. (2019) The creep 
behavior of a fully lamellar γ-TiAl based alloy. Intermetallics, 
114, 106611.

17.	Hu, D. (2001) Effect of composition on grain refinement in 
TiAl-based alloys. Intermetallics, 9, 1037–1043.

18.	Xia, Q., Wang, J.N., Yang, J., Wang, Y. (2001) On the mas-
sive transformation in TiAl-based alloys. Intermetallics, 9, 
361–367.

19.	Santos, D.S., Bououdina, M., Fruchart, D. (2002) Structural 
and thermodynamic properties of the pseudo-binary TiCr2−
xVx compounds with 0.0 ≤ x ≤ 1.2. J. of Alloys and Com-
pounds, 340(6), 1–2, 101.

20.	Chen, G.Q., Zhang, B.G., Liu, W., Feng, J.C. (2011) Crack 
formation and control upon the electron beam welding of 
TiAl-based alloys. Intermetallics, 19(12), 1857–1863. DOI: 
https://doi.org/10.1016/j.intermet.2011.07.017

21.	Chaturvedi, M.C., Xu, Q., Richards, N.L. (2001) Development 
of crack-free welds in a TiAl-based alloy. J. Materials Proc. 
Technology, 118(1), 74–78. DOI: https://doi.org/10.1016/
S0924-0136(01)00870-6.

22.	Biamino, S., Penna, A., Ackelid, U. et al. (2011) Electron beam 
melting of Ti–48Al–2Cr–2Nb alloy: Microstructure and me-
chanical properties investigation. Intermetallics, 19(6), 776–
781. DOI: https://doi.org/10.1016/j.intermet.2010.11.017

23.	Reisgen, U., Olschok, S., Backhaus, A. (2010) Electron beam 
welding of titanium aluminides — Influence of the welding 
parameters on the weld seam and microstructure. Materialwis-
senschaft und Werkstofftechnik. DOI: https://doi.org/10.1002/
mawe.201000683Citations: 10

24.	Cao, J., Qi, J., Song, X., Feng, J. (2014) Welding and joining 
of titanium aluminides. Materials, 7, 4930–4962.

25.	Akhonin, S.V., Bilous, R.V., Selin, I.K. et al. (2022) Ar-
gon-arc welding of high-temperature titanium alloy doped 
by silicon. The Paton Welding J., 5, 26-33. DOI: https://doi.
org/10.37434/tpwj2022.05.04

26.	Liu, P., Zhang, G.M., Zhai, T., Feng, K.Y. (2017) Effect of 
treatment in weld surface on fatigue and fracture behavior of 
titanium alloys welded joints by vacuum electron beam weld-
ing. Vacuum, 141, 176–180.

27.	Huang, J.L., Warnken, N., Gebelin, J.C. et al. (2012) On the 
mechanism of porosity formation during welding of titanium 
alloys. Acta Materialia, 60(6‒7), 3215–3225.

28.	Li, Y.J., Wu, A.P., Quan, L.I. et al. (2019) Effects of welding 
parameters on welds hape and residual stresses in electron 
beam welded Ti2AlNb alloy joints. Transact. of Non ferrous 
Metals Society of China, 29(1), 67–76.

29.	Pederson, R., Niklasson, F., Skystedt, F., Warren, R. (2012) 
Microstructure and mechanical properties of friction- and elec-
tron-beam welded Ti–6Al–4V and Ti–6Al–2Sn–4Zr–6Mo. Ma-
terials Sci. and Eng., A, 552, 555–565.

30.	Tsai, C.J. (2014) Improved mechanical properties of Ti–6Al–4V 
alloy by electron beam welding process plus annealing treat-
ments and its microstructural evolution. Materials & Design, 60, 
587–598. DOI: http://dx.doi.org/10.1016/j.matdes.2014.04.037

31.	Zamkov, V.N., Sabokar, V.K., Vrzhizhevsky, E.L. et al. 
(2005) Electron beam welding of titanium gamma-aluminide. 
In: Proc. of CIS Conf. Ti-2005, Ukraine, Kyiv, 22‒25 May, 
157‒164.

32.	Grigorenko, S.G., Grigorenko, G.M., Zadorozhnyuk, O.M. 
(2017) Intermetallics of titanium. Peculiar features, proper-
ties, application (Review). Suchasna Elektrometal., 3, 51–58. 
DOI: https://doi.org/10.15407/sem2017.03.08.

33.	Chandra, U., Hartwig, I., Ulrich, K. (1973) Einsatz elektrisch 
erzeudneter Gasplasmen in der metallurgischen Verfanren-
stechnik Umschmelzen von Titan-und Eisen- Schwamm zu 
Blocken in einen Plasmaofen. Techn. Mitt. Krupp Forschugs-
ber, BA31, H.1, 1–7.

ORCID 
S.V Akhonin: 0000-0002-7746-2946, 
V.Yu. Bilous: 0000-0002-0082-8030, 
A.Yu. Severyn: 0000-0003-4768-2361, 
R.V. Selin: 0000-0002-2990-1131

Conflict of interest 
The Authors declare no conflict of interest

CORRESPONDING AUTHOR 
V.Yu. Bilous 
E.O. Paton Electric Welding Institute of the NASU 
11 Kazymyr Malevych Str., 03150, Kyiv, Ukraine. 
E-mail: titan.paton@gmail.com

Suggested Citation 
S.V Akhonin, V.Yu. Bilous, A.Yu. Severyn, 
R.V. Selin, I.K. Petrichenko (2024) Influence of 
heat treatment on the structure and properties of 
Ti‒28Al‒7Nb‒2Mo‒2Cr titanium aluminide and its 
welded joints. The Paton Welding J., 6, 45–51. 
DOI: https://doi.org/10.37434/tpwj2024.06.06

Journal Home Page 
https://patonpublishinghouse.com/eng/journals/tpwj

Received: 15.03.2024 
received in revised form: 10.06.2024 

accepted: 22.07.2024



52

Subscription–2023

                                                                                                                                                                                       

                                                                                                                                                                                                    Subscription–2025
«The Paton Welding Journal» is Published Monthly Since 2000 in English, 
ISSN 0957-798X, doi.org/10.37434/tpwj.
«The Paton Welding Journal» can be also subscribed worldwide from cata-
logues subscription agency EBSCO.

If You are interested in making subscription directly via Editorial Board, fill, please, the coupon and 
send application by Fax or E-mail.
12 issues per year, back issues available.
$384, subscriptions for the printed (hard copy) version, air postage and packaging included.
$312, subscriptions for the electronic version (sending issues of Journal in pdf format or providing 
access to IP addresses).
Institutions with current subscriptions on printed version can purchase online access to the electron-
ic versions of any back issues that they have not subscribed to. Issues of the Journal (more than two 
years old) are available at a substantially reduced price.

Subscription coupon 
Address for Journal delivery
Term of Subscription since                         20                         Till                                     20
Name, initials
Affiliation
Position
Tel., Fax, E-mail

The archives for 2009–2023 are free of charge on 
www://patonpublishinghouse.com/eng/journals/tpwj

Advertising
in “The Paton Welding Journal”

External cover, fully-colored: 
First page of cover 
(200×200 mm) — $350 
Second page of cover 
(200×290 mm) — $275 
Third page of cover 
(200×290 mm) — $250 
Fourth page of cover 
(200×290 mm) — $300

Internal cover, fully-colored: 
First/second/third/fourth page 
(200×290 mm) — $200 
 
 
 
Internal insert: 
(200×290 mm) — $170 
(400×290 mm) — $250

● Article in the form of advertising is 50 % of the 
cost of advertising area 
 
 
● When the sum of advertising contracts exceeds 
$1001, a flexible system of discounts is envisaged 
 
 
● Size of Journal after cutting is 200×290 mm

Address 
11 Kazymyr Malevych Str., 03150, Kyiv, Ukraine 

Tel./Fax: (38044) 205 23 90 
E-mail: journal@paton.kiev.ua 

www://patonpublishinghouse.com/eng/journals/tpwj


