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HIGH TEMPERATURE BRITTLENESS OF CAST ALLOYS
Over-all mechanical properties of alloys are extremely low at the last stage of solidification

where alloy exists at brittle temperature range (BTR). When the solidification process is completed
a sudden and marked change in strength and ductility of metal is observed. It means that as long
as liquid phase is present, metal will fail in a brittle manner. There are known different theories
of brittleness of alloys in existence of liquid phase. The idea involved by authors of the paper is
as follows: three major factors caused by presence of liquid may be taken into account:

- decreasing the energy needed for crack nucleation;
- increasing atomic diffusional flux out of the crack tip;
- creating a path for abnormally quick diffusion of atoms from the crack tip.
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Introduction – mechanism of tear formation in
solidifying alloy

The latest variation of the mechanism of extremely
low of mechanical properties of solidifying alloys is
proposed by Campbell [1] (Fig. 1).

The development of isolated regions of segregates
is seen as tensile strain is applied. When this finally
exceeds the ability of the liquid film to accommodate
it, the action of the continued extension drains the
liquid film, forming a tear [1].

During the first stages of solidification the quantity
of solid phase is small and the dendrites are freely

Fig. 1. Hexagonal and square models of grains, size a, surrounded by a liquid film of thickness b
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dispersed in liquid, i. e. they are not in contact with
each other (Fig. 1a). The metal possesses very little
coherence and the contraction (because of cooling
process) can be accommodated without difficulty. As
the temperature falls quantity of liquid phase decreases.
The development of coherent network of the dendrites
with liquid films between their arms is observed as
tensile strain is applied. (Fig. 1b). For the condition
of less liquid, less strain can be accommodated by
slip along the lubricated boundaries. The metal
approaches «iquid film» stage [2] at the temperature



Конструкционные материалы

               ISSN 1727-0219     Âåñòíèê äâèãàòåëåñòðîåíèÿ ¹ 1/2011 – 133 –

that is near to solidus. According to widely accepted
W.S, Pellini «liquid-film» theory [2], at the «liquid
film» stage of solidification over-all mechanical
properties of alloys are extremely low because the
very narrow liquid films that separates solid grains
have no appreciable strength compared to the
adjoining solid dendrites.

If stresses arise, extension is highly concentrated
in liquid film regions resulting in high unit strains.
The liquid film is widened under the external stress
until the critical width has been exceeded, at which
point the liquid film recedes (Fig. 1c). Crack starts
to develop. The tear propagates as the meniscus recedes
further. Separation takes place between crystals.
Fracture forms by disturbing of continuity of the
liquid layer between crystals.

At the grain boundary, when the direct contact
crystal-crystal is reached, the hundreds micrometers
thick frontier zone of metal has a freezing point
considerably below that of the bulk crystalline material.
The effect of liquid film at the grain boundaries, but
perhaps only a few atoms thick, is still present. This
explains by the presence of impurities which have
segregated to the grain boundaries. Even in the case
of solidification of pure metals the outer surfaces of
the metal and the internal grain boundaries are know
to have a freezing point several hundred degrees below
that of the bulk crystalline material [1–5].The fracture
process involves the rupture of solid/solid contact
areas or «bridging points» (Fig. 2). If contact zones
have progressed to such an extend that the strength
of the metal will be greater than required to prevent
interdendritic separation the general flow of the bulk
material can occur and the hot metal may fail in a
ductile manner [1–5]. Extension occurs by uniform
creep flow of solid metal. The strains are distributed
in a relatively uniform fashion trough the coherent
metal. No concentration of strains is possible. The
effect is that the velocity of crack growth is reduced
quite drastically.

Taking into consideration liquid film model of
hot tearing, some workers have analysed the possibility
to increase the tensile strength of an alloy at the
liquid film stage. This results the following
conclusions: tensile stress required to cause a

Fig. 2. Fracture surface of an weld of steel, showing the
ruptured solid bridges M [3]

separation of crystals covered by liquid (strength of
metal at liquid film state):

- is proportional to surface tension of liquid and
inversely proportional to the thickness of liquid film;
the effect of elements on the tensile strength of an
alloy at the liquid film stage can be attributed to
their influence on the surface tension [6, 7];

- depends on distribution of liquid phase; low
dihedral angle (ie low interfacial energy between liquid
and crystals) results in «spreading» of liquid over
grain boundary and increases grain boundary area
covered by liquid [8,9];

- depends on grain size; for a fixed dihedral angle
and volume fraction of liquid a small grain size gives
an increased area of solid-solid contact [10, 11].

The are known models [1, 2, 3, 10–17] that
discuss an effect of various factors on the brittle
temperature range (BTR) or on the time the alloy
remains within this range. The broader is this range,
the greater is the probability that the solidifying weld
or casting will suffer a failure.

Model of hot tearing

The assumption of liquid film theory that the
last-solidifying liquid is distributed in a film-like
morphology is correct only for unrealistically low
difference temperature between surface and core of
solidifying ingot. This introduce some doubts on the
generalization of the liquid film theory.

When real solidification process takes place one
can distinguish at least two zones in the cross section
of an ingot: a solid layer and an internal mushy
zone.

Let us isolate the fragment of solidifying metal
(Fig. 3) that compounds of two crystals and inclusion
of liquid on their boundary-nuclei of crack.

An analysis of the energy required per unit increase
in area of crack [4, 5, 22] implies that:

1) the lowest energy requires developing of crack
which goes along the crystal boundaries being in
contact with the liquid phase;

2) the presence of liquid phase in an alloy causes
a decrease of the amount of the energy needed for
the formation of the crack.

Thus, the presence of the liquid phase makes the
process of the crack formation easy to start.

As tensile stress is perpendicular to crystal
boundary, vacancies create on crystal boundary. The
tip of liquid phase inclusion is under compression
stresses and lack of vacancies appear. Diffusional flux
out from the tip creates the nuclei of crack. The
velocity of crack propagation by diffusion mass transfer
is proportional to the diffusional flux out from the
tip. At a given driving force for diffusion (governed
by the acting stress) diffusional flux increases with
the concentration of the atomic defects at the surface.
The equilibrium concentration of these defects is
expected to grow exponentially with the surface energy
reduction.
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Fig. 3. Scheme of building of an alloy (end of solidification of casting): a – not enough liquid to fill a nuclei of crack and
b – enough liquid to fill nuclei of crack [18]

In general, the surface energy at the solid metal-
wetting liquid interface γs-l is typically from several
to ten times smaller then γs-g at the solid – inert
atmosphere interface [18]. The surface energy at the
liquid metal – crystal formed from this liquid should
be much lower. The first, chemical composition of
crystal and liquid is almost the same, the second –
there is almost ideal the fineness of crystal surface
been in contact with liquid. Thus, surface energy
reduction makes a wetted surface more efficient source
of defects [18–20]. This suggests that a solid-liquid
interface, in particular crystal – liquid metal formed
from this crystal which is the most surface-active,
should have much larger the equilibrium
concentration of atomic defects than a free surface,
that is to say should be more atomically rough [18].
At the given driving force for diffusion of vacancies
from the wetted surface to climbing dislocations or
growing vacancial voids in the near surface layer
(governed by the acting stress) the diffusional flux
should hence increase with the concentration of the
active sites («kinks») at the surface. Thus, surface
energy reduction because of presence of liquid makes
the driving force for the crack extension greater [18].

The number of atoms have to be removed from
the tip to increase crack length. Robertson [21]
probably as the first recognized that liquid can act as
a very fast pathway. Glickman [18] submit as the
possible transport mechanism the abnormally fast
surface diffusion. The important is that the constituents
which form with the base metal low melting point
surface products make surface diffusivity D many
orders of magnitude larger than its normal value in
solid DS and larger than in liquid DL [18, 21].

At the late stages of solidification there is
insufficient liquid metal available and the path of
liquid from other areas is blocked by the network of
dendrites to allow refilling and healing of the created
tears. The volume of liquid phase decreases with
time lapse. When the liquid is sucked into a crack, a
void within the interdendritic space occurs on the
back side of the crack as a consequence of crack

developing. (Fig. 3a). The increasing liquid viscosity
brings a simultaneous drop of diffusivity. Because of
the small volume, liquid concentrates at the crack
tip and within a narrow area around the tip and
finally there is lack of liquid at the crack tip and
there is no longer the path for an easy diffusion.

In general, type of cracking (brittle or ductile) is
controlled by velocity of crack growth. The
mechanism of failure depends on whether during
the deformation process the crack is able to attain its
length before the ultimate deformation occurs. The
idea is presented in Fig. 4 [18]. It is assumed that
because of presence of liquid the grain boundary
crack increases its dimensions with the velocity
according to curve 2 (Fig. 4b) and reach a characteristic
dimension Lch in a short time τ2. At a given strain
rate, the short time of crack growth determines a small
deformation to failure – elongation A2 – as well as
small stress to failure – ultimate tensile stress Rm2
(Fig. 4a). If velocity of crack growth is small (Fig. 4b,
curve 1, no liquid) before the length of slow growing
crack attains dimension Lch the sample fails ductile
after long time τ1, and mechanical properties attain
values: elongation A1, tensile stress Rm1 (Fig. 4a).
The lower is the crack growth the longer the time-
to-failure. At a given strain rate, long time to failure
determines directly high elongation to failure. The
increase in elongation causes a proportional increase
in the tensile strength.

Verification of model

Presented model suggests, that alloys fail in the
brittle manner because liquid accelerates crack
extension while the fundamental properties of the
solid are not affected. To verify this suggestion the
tensile tests of steels at high temperatures were made.
Samples of cast carbon steel (0,22 %C) after testing
at different temperatures are shown in Fig. 5. Let us
notice, that there is a narrow temperature range at
which the very rapid change in reduction of area
begins. Fig. 6 shows the deformation curves of samples
showing in Fig. 5. At the initial stage, these curves
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Fig. 4. Scheme of strain-stress diagram (a) and kinetics of
development of crack nuclei (b)

are similar to each other. In the case of curve for
steel tested at temperature 14960C the rapid drop of
force after short time of test is observed. The crack
size has been reached characteristic diameter
(diameter of sample), finally resulting in brittle
fracture. Remaining curves have a rounded maximum
drop in a mild way due to the formation of a severe
necking down, reaching 100 %. Therefore it is to be
expected that in spite of a reduced force, the stress in
the specimen will continue to increase until the plastic
failure occurs. Similar results were obtained for the
other grades of steel. Examples of diagram for cast
steel 0.42%C is shown in Fig. 7.

It suggests, that presence of liquid does not affect
the fundamental properties of the solid metal. The
solid phase fails in a macroscopically brittle manner
because liquid accelerates dramatically the crack
kinetics

Fig. 5. Samples of cast carbon steel (0,22 %C) after testing at different temperatures

1496 °C

1491 °C

1486 °C

1478 °C

Fig. 6. Cast steel 0,22 %C, force – time curves for different temperatures, rate of deformation 0,13 mm/s
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Fig. 7. Cast steel 0,42 % C, force – time curves for different temperatures, rate of deformation 0,13 mm/s

Summary

As long as liquid phase is present solidifying metal
will fail in a brittle manner. Brittleness is not caused
by presence of shrinkage voids, since voids are formed
only as a result of the liquid penetrating into the
opening crack which is a nucleus of fracture. At the
moment when the liquid volume is insufficient, the
development of brittle fracture will be hampered in
spite of the shrinkage porosities already formed in
the alloy. The presence of a liquid perfectly wetting
the crystals considerably increases the rate of the
crack. After transition to the ductile state, the initial
increase of force is similar, but because the rate of
the crack growth is low, failure occurs with a very
severe plastic deformation.

The phenomenon of brittle failure of alloys within
the range of solidification temperatures is a special
case of LME.
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Ïîñòóïèëà â ðåäàêöèþ 07.07.2010

Èðåíåóñ Òåëåéêî, Ãåíðèê Àäðèàí, Áîãäàí Ãóçèê Âûñîêîòåìïåðàòóðíàÿ õðóïêîñòü ëèòåé-
íûõ ñïëàâîâ

Â öåëîì, ìåõàíè÷åñêèå ñâîéñòâà ñïëàâîâ ÿâëÿþòñÿ êðàéíå íèçêèìè íà ïîñëåäíåé ñòà-
äèè êðèñòàëëèçàöèè, íà êîòîðîé ñïëàâ íàõîäèòñÿ â äèàïàçîíå òåìïåðàòóðíîé õðóïêîñòè.
Êîãäà ïðîöåññ êðèñòàëëèçàöèè çàâåðøàåòñÿ, íàáëþäàåòñÿ âíåçàïíîå ðåçêîå èçìåíåíèå ïðî÷-
íîñòè è ïëàñòè÷íîñòè ìåòàëëà. Ýòî îçíà÷àåò, ÷òî äî òåõ ïîð, ïîêà ïðèñóòñòâóåò
æèäêàÿ ôàçà, ìåòàëë áóäåò õðóïêî ðàçðóøàòüñÿ. Èçâåñòíû ðàçëè÷íûå òåîðèè õðóïêîñòè
ñïëàâîâ ïðè ñóùåñòâîâàíèè æèäêîé ôàçû. Èäåÿ àâòîðîâ ñòàòüè çàêëþ÷àåòñÿ â ñëåäóþ-
ùåì: äîëæíû áûòü ïðèíÿòû âî âíèìàíèå òðè îñíîâíûõ ôàêòîðà, îáóñëîâëåííûå íàëè÷èåì
æèäêîñòè:

- óìåíüøåíèå ýíåðãèè, íåîáõîäèìîé äëÿ çàðîæäåíèÿ òðåùèíû;
- óâåëè÷åíèå àòîìíîãî äèôôóçèîííîãî ïîòîêà èç âåðøèíû òðåùèíû;
- ñîçäàíèå ïóòè äëÿ àíîìàëüíî áûñòðîé äèôôóçèè àòîìîâ èç âåðøèíû òðåùèíû.

Êëþ÷åâûå ñëîâà: âûñîêîòåìïåðàòóðíàÿ õðóïêîñòü, âûñîêîòåìïåðàòóðíîå ðàçðóøåíèå,
óñàäî÷íàÿ õðóïêîñòü.

I ðåíåóñ Òåëåéêî, Ãåíð³ê Àäð³àí, Áîãäàí Ãóçèê Âèñîêîòåìïåðàòóðíà êðèõê³ñòü ëèâàð-
íèõ ñïëàâ³â

Ó ö³ëîìó ìåõàí³÷í³ âëàñòèâîñò³ ñïëàâ³â º âêðàé íèçüêèìè íà îñòàíí³é ñòàä³¿ êðèñòà-
ë³çàö³¿, íà ÿê³é ñïëàâ çíàõîäèòüñÿ â ä³àïàçîí³ òåìïåðàòóðíî¿ êðèõêîñò³. Êîëè ïðîöåñ
êðèñòàë³çàö³¿ çàâåðøóºòüñÿ, ñïîñòåð³ãàºòüñÿ ðàïòîâî ð³çêà çì³íà ì³öíîñò³ òà ïëàñòè÷-
íîñò³ ìåòàëó. Öå îçíà÷àº, ùî äî òèõ ï³ð, ïîêè ïðèñóòíÿ ð³äêà ôàçà, ìåòàë áóäå êðèõêî
ðóéíóâàòèñÿ. Â³äîì³ ð³çí³ òåîð³¿ êðèõêîñò³ ñïëàâ³â ïðè ³ñíóâàíí³ ð³äêî¿ ôàçè.  Iäåÿ àâòîð³â
ñòàòò³ ïîëÿãàº â íàñòóïíîìó: ïîâèíí³ áóòè ïðèéíÿò³ äî óâàãè òðè îñíîâí³ ÷èííèêè,
îáóìîâëåí³ íàÿâí³ñòþ ð³äèíè:

- çìåíøåííÿ åíåðã³¿, íåîáõ³äíî¿ äëÿ çàðîäæåííÿ òð³ùèíè;
- çá³ëüøåííÿ àòîìíîãî äèôóç³éíîãî ïîòîêó ç âåðøèíè òð³ùèíè;
- ñòâîðåííÿ øëÿõó äëÿ àíîìàëüíî øâèäêî¿ äèôóç³¿ àòîì³â ç âåðøèíè òð³ùèíè.

Êëþ÷îâ³ ñëîâà: âèñîêîòåìïåðàòóðíà êðèõê³ñòü, âèñîêîòåìïåðàòóðíå ðóéíóâàííÿ, óñà-
äî÷íà êðèõê³ñòü.




