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Abstract: The stress-strain curves for nickel-based superalloy were obtained from isothermal hot
compression tests at a wide range of deformation temperatures and strain rates. The material constants
and deformation activation energy of the investigated superalloy were calculated. The accuracy of the
constitutive equation describing the hot deformation behavior of this material was confirmed by the
correlation coefficient for the linear regression. The distribution of deformation activation energy Q as
a function of strain rate and temperature for nickel-based superalloy was presented. The processing
maps were generated upon the basis of Prasad stability criterion for true strains ranging from 0.2
to 1 at the deformation temperatures range of 900–1150 ◦C, and strain rates range of 0.01–100 s−1.
Based on the flow stress curves analysis, deformation activation energy map, and processing maps
for different true strains, the undesirable and potentially favorable hot deformation parameters were
determined. The microstructural observations confirmed the above optimization results for the hot
workability of the investigated superalloy. Besides, the numerical simulation and industrial forging
tests were performed in order to verify the obtained results.
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1. Introduction

The hot deformation of nickel-based superalloys is often associated with the difficulty of selecting
optimal parameters of processing. The main difficulties with processing such alloys at low deformation
temperatures are connected with excessively high flow stresses while high deformation temperatures
are accompanied by rapid grain growth [1]. One such superalloy is Waspaloy, characterized by high
resistance to creep fatigue, corrosion resistance, and high strength at high temperatures. It is widely
used in a variety of components of gas turbines such as blades, seal rings, and disks working at about
700 ◦C [2–5]. Moreover, one of the reasons for the most common use of Waspaloy is its excellent
isothermal oxidation resistance [6,7] as well as high relaxation limit at the temperature of 600 ◦C [8].

The microstructure of Waspaloy consists of γ′ precipitations in the γ matrix. Solution heat
treatment and subsequent air cooling promote the formation of primary γ′, while multistage aging
promotes precipitation of secondary γ′ particles. Chang et al. [9] noted a noticeable decrease in the
strength of this alloy at the temperature of 760 ◦C because of the solution of γ′ phases and good strength
stability at the temperatures not exceeding 649 ◦C. Yao et al. [10] also indicated insignificant changes in
γ′ precipitations in the microstructure of Waspaloy at 650 ◦C and their partial dissolution with the
instability of the secondary γ′ at 700 ◦C during stress rupture testing. Kearsey et al. [11] noted the dwell
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fatigue crack growth resistance in Waspaloy and emphasized better damage tolerance over 718 Plus
alloy. Zhang M.-C. et al. [4] claimed that the gradual increase of initial grain size improves rupture time
in this alloy. The microstructural analysis of precipitation-hardened Waspaloy showed the tendency of
an initial unimodal γ′ precipitations size distribution to turn into a bimodal distribution as a result of
continued aging [12]. Based on the results of tensile tests, Roy et al. [13] indicated an absence of uniform
strain of Waspaloy at the temperatures above 800 ◦C. The effect of the interrelationship between heat
treatment and the forging of Waspaloy was investigated in the work presented by Donachie at al. [14].
It was noted, that the high soaking temperature had a significant effect on the amount of deformation
during forging.

In general, the forging temperature limit for Waspaloy is in the range of 1000–1100 ◦C [15].
The higher forging temperatures can lead to hot shortness and cracking while at lower temperatures
inhomogeneous deformation can occur. The γ′ solvus temperature for this alloy is 1030 ◦C [16].
The authors of work [17] noted, that at strain rates ranging from 0.0001 to 1 s−1 dynamic recrystallization
(DRX) in this alloy is observed at the temperatures above 1000 ◦C and low strain rates below
0.01 s−1, while dynamic recovery (DRV) occurred at the temperature of 950 ◦C. Semiatin et al. [18]
investigated the recrystallization and plastic flow behavior at supersolvus temperatures of Waspaloy
ingot. The successful study of the non-isothermal hot forging of turbine disk made from this alloy was
also presented in work [5]. As a result of uniaxial hot compression tests on single crystals of Waspaloy,
octahedral slip during alloy deformation was also noted [19].

The study of the behavior of nickel-based superalloys during plastic deformation is essential
for the optimization of hot forging processes of such alloys. To characterize the hot deformation
behavior and workability of materials, the use of processing maps based upon dynamic material
modeling (DMM) was proposed by Prasad et al. [20]. Prasad’s criterion was widely used to describe
the hot deformation behavior of nickel-based superalloys [21–27] and, in particular, Waspaloy [28–30].
Amiri et al. [28] developed the processing map for alloy being one of Waspaloy alloy system—AMS
5708 nickel-based superalloy—at the true strain of 0.7 and for a strain rate ranging from 0.01 to 1 s−1.
The authors of work [29] showed Waspaloy processing map for the strain rate range of 0.01–10 s−1,
and the true strain of 0.8 s−1. Prasad et al. [30] introduced the distribution of the efficiency of power
dissipation (η) and showed deformation instability regions for Waspaloy also at the true strain of
3.0 s−1 for the temperature range of 1010–1093 ◦C, and strain rates between 0.001 and 0.5 s−1. It should
be noted that the above studies did not describe the hot-deformation behavior of Waspaloy at high
strain rates and various true strains.

Moreover, an important factor is an assessment of the complexity of the hot deformation process,
where the crucial role is played by the parameter of deformation activation energy (Q). The activation
energy Q for Waspaloy is noted in the literature [31–33] as a constant value at variable temperatures
and strain rates. However, it is known that the hot-deformation conditions affect this value.

Taking into account present knowledge, the aim of the present work was focused on
characterization of flow behavior of Waspaloy and optimization of hot workability of this type
of superalloy at a wide range of temperature and strain rates. Based on the flow stress curves obtained
from the isothermal hot compression tests, the processing maps were developed for different true
strains for the purpose of better assessment of workability of this material. The distribution of
activation energy Q at various temperatures, strain rates and true strains allowed much more precise
understanding of the Waspaloy deformation mechanism. The verification of the obtained results was
performed using the microstructural analysis of the compressed specimens, numerical simulation as
well as the drop-forging tests.

2. Experimental Procedure

The Waspaloy with chemical composition presented in Table 1 was used in this study.
The cylindrical specimens with a diameter of 10 mm and a height of 12 mm were cut out from
the Waspaloy rod having a diameter of 50 mm. The isothermal hot-compression tests were performed
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on Gleeble 3800 thermomechanical (Dynamic Systems Inc., Poestenkill, NY, USA) simulator under
vacuum at constant strain rates of 0.01, 0.1, 1, 10, and 100 s−1, and at the temperatures of 900, 1000,
1050, 1100 and 1150 ◦C to a total true strain of 1. Resistance heating of the specimens was carried
out up to the processing temperatures at the heating rate of 2.5 ◦C/s. The samples were held for 10 s
before compression for homogenization. A graphite foil was used as a lubricant to reduce friction.
After deformation, the samples were quenched in compressed air. Microstructural analysis of the
deformed specimens was conducted on LEICA DM4000M optical microscope (Leica Microsystems
GmbH, Wetzlar, Germany). The microstructures were observed in a plane parallel to the compression
axis through the center of the samples. The specimens for optical observations were etched in etchant
consisting of 40 mL HCl, 40 mL C2H5OH, and 2 g CuCl2.

Table 1. Chemical composition of Waspaloy alloy used in this study (wt.%).

Cr Co Mo Ti Al Fe Zr Mn Nb W Si C V Cu Ni

19.48 13.25 4.33 3.08 1.35 0.93 0.06 0.05 0.04 0.04 0.04 0.033 0.03 0.01 Bal.

The starting microstructure of the Waspaloy rod used in this study (Figure 1) is characterized
by a relatively homogeneous distribution of equiaxed grains. The precipitations of titanium carbides
(TiC) located in the microstructure and finer carbides at the grain boundaries can also be observed.
Moreover, annealing twins inside the grains are clearly visible.
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Figure 1. The initial microstructure of Waspaloy.

Based on the results obtained and the analysis conducted, the numerical simulation of drop forging
of gear wheel using QForm 2D/3D commercial software (Qform 2D/3D ver. 8.2.4, QuantorForm Ltd.,
Moscow, Russia) was performed. During finite element simulation the material behavior, cooling the
billet in the air during transportation as well as cooling the tools were taken into account. The boundary
conditions included the use of a 10 MN hydraulic screw press with 5 mm/s maximum ram velocity,
and the assumed tool temperature of 250 ◦C. The deformation of the billet of 62 mm in height and
50 mm in diameter consisted of two forging stages.

3. Results and Discussion

3.1. Flow Stress Curves

The stress-strain curves of Waspaloy obtained from isothermal hot compression test at different
temperatures and strain rates are presented in Figure 2. As expected, the flow stress increases with
decreasing deformation temperature and with increasing strain rates. All flow stress curves are
characterized by an initial increase in the flow stress until a peak value due to work hardening during
deformation. The work-hardening values increased with increasing strain rate or with a decrease
in deformation temperature and are directly related to the increase in the dislocation density [32].
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The softening behavior of the material can be related to the DRV (dynamic recovery) or dynamic
recrystallization (DRX) mechanisms. After reaching peak values at deformation temperatures of 900
and 1000 ◦C at all strain rates (Figure 2a,b), a constant decrease in flow stress is observed. To a lesser
extent, this behavior of the material is observed at 1050 ◦C for strain rates greater than or equal to
0.1 s−1 (Figure 2c) and for the temperatures of 1100, 1150 ◦C and at high strain rates greater than or
equal to 10 s−1 (Figure 2d,e). It should be noted that these flow stress curves do not have a stable state
and in the case of deformation temperatures of 900 and 1000 ◦C (Figure 2a,b) such behavior may be
related to plastic flow instability during deformation. This instability is most often expressed by the
occurrence of shear bands, flow localization, or cracking [29].
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The slight softening and subsequent steady state can be noted for flow curves recorded for the
temperature of 1050 ◦C and strain rate of 0.01 s−1 (Figure 2c), as well as for flow stress curves obtained
at the strain rates smaller than or equal to 1 s−1, and for the processing temperatures of 1100 and 1150 ◦C
(Figure 2d,e). Such flow stress curves may indicate the predominant DRX and DRV mechanisms
in those processing parameters. It should also be noted that the above analysis is only a part of a
comprehensive assessment of the material behavior and further clarification is required.

3.2. Constitutive Equation and Activation Energy Map

To assess the deformation difficulty degree, the hot deformation activation energy Q must be
considered. This physical parameter helps to determine the microstructure evolution and flow-stress
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behavior during hot deformation as well as providing an opportunity to optimize the hot-working
processing parameters. The work hardening and softening mechanisms depend on temperature, strain,
and strain rate. To describe the flow behavior of the material and relationships between parameters of
deformation temperature, strain rate, and activation energy Q, the Arrhenius-type equation is often
used [22,34,35]. This constitutive equation in the form of the hyperbolic sine law is universal and
successful for use in an extensive stress range and is given as follows:

.
ε = A[sinh(ασ)]n exp

(
−

Q
RT

)
(1)

where:
.
ε—strain rate (s−1); T—deformation temperature (K); σ—flow stress, (MPa); Q—the deformation

activation energy (kJ·mol−1); R—the universal gas constant (8.314 J·mol−1
·K−1); α = β/n1; A, α, β, n and

n1—material constants.
The Zener–Hollomon parameter (Z) represents the influence of the temperature and strain rate on

the deformation behavior, and is expressed as follows:

Z =
.
ε exp

( Q
RT

)
(2)

For all stress levels, the relationship between flow stress and Zener–Hollomon parameter [22] can
be written as:

Z = A[sinh(ασ)]n (3)

The average values of the materials constants n1, β, and n at constant true strain can be calculated as:

n1 =

(
∂ ln

.
ε

∂ ln σ

)
T

(4)

β =

(
∂ ln

.
ε

∂σ

)
T

(5)

n =

[
∂ ln

.
ε

∂ ln(sinh(ασ))

]
T

(6)

After determining the material constants, the equation for the activation energy of deformation Q
for all stress levels can be expressed as follows:

Q = R · n ·
∂ ln(sinh(ασ))

∂(1/T)
(7)

Based on linear regression of the relationships between ln
.
ε, lnσ, σ, and ln[sinh(ασ)] (Figure 3a–c)

at different deformation temperatures according to Equations (4)–(6), the average values of the material
constants n1, β, α, and n can be determined. The deformation activation energy Q for Waspaloy,
as a constant value calculated taking into account linear regression of ln[sinh(ασ)] − (1/T) relation
(Figure 3d) at different strain rates based on Equation (7) is 630.17 kJ/mol. Generally, the value of Q
for different nickel-based superalloys can range from 400 to 1600 kJ/mol [21,36–38]. For Waspaloy
there is also a discrepancy of this value. Shen et al. [31], McQueen et al. [33], and Matsui [39]
calculated the activation energy for the hot working of Waspaloy as equal to 468 kJ/mol, 410 kJ/mol and
384 kJ/mol respectively. Chamanfar et al. [32] calculated the values of Q for subsolvus (950–1020 ◦C)
and supersolvus (1060–1140◦C) deformation for Waspaloy at strain rates ranging from 0.001 s−1 to
1 s−1 as 1400 ± 372 kJ/mol and 462 ± 95 kJ/mol, respectively. The calculated value of Q for Waspaloy
(630.17 kJ/mol) is much larger than the values presented by the authors of works [31,33,39] but fits
perfectly in the range indicated by the author of [32]. It should be noted, that this value depends on
the investigated deformation conditions ranges such as temperature and strain rate. The activation
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energy for the hot deformation of Waspaloy is much higher for the self-diffusion activation energy
of Ni (278 kJ/mol [40]) or diffusion of Cr in Ni-Cr system (310 kJ/mol [40]). This indicates a possible
occurrence of DRX [41,42]. The calculated results of the material constants and the value of Q are
presented in Table 2.
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The variation of the Zener–Hollomon parameter depending on steady flow stress (Figure 3e)
is approximately linear and flow stress increases with the increase of the Z parameter. The high
correlation coefficient for the linear regression (R2 = 0.997) confirms the accuracy of the constitutive
equation (Equation (8)) describing the hot-deformation behavior of Waspaloy.

The constitutive equation of hot deformation for Waspaloy can be expressed as:

.
ε = 9.199× 1024[sinh(0.003856σ)]6.1537 exp

(
−

630170
RT

)
(8)

Generally, a constant value of Q at various temperatures and strain rates does not take into
account the microstructural changes during hot working. On the other hand, it is necessary to know
the distribution of Q depending on the hot deformation conditions to identify processes associated
with DRV, DRX, nucleation, and the growth of precipitation [43]. The distribution of deformation
activation energy Q as a function of strain rate and temperature for Waspaloy at true strains of 0.2, 0.6,
and 1 is presented in Figure 4. The value of Q varies in the range from 150 kJ/mol to 1200 kJ/mol during
the deformation conditions, which corresponds to the results noted earlier for this superalloy [32],
and partially converges with the results obtained for another nickel-based superalloy [44]. In general,
there is a noticeable increase in the Q parameter with a decrease in the deformation temperature
for all true strains, which is due to the increased volume of γ′ precipitations. High deformation
temperatures are characterized by the smallest value of activation energy due to the dissolution of
γ′ precipitations. Moreover, the increase in the kinetics of dislocation movement, which facilitates
deformation, is associated with an increase in temperature (a thermally activated mechanism) [22].
This fact is also the cause of a decrease in the activation energy.
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It is considered that DRV is characterized by the deformation activation energy equal or close
to the activation energy for self-diffusion. From the distribution of Q presented on the activation
energy map, and as noted earlier, it can be argued that the DRX is a dominant softening mechanism.
It should also be noted that a more constant domain of Q value on activation energy map should be
considered as optimal for hot working. However, despite the above, for optimization of hot workability
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of Waspaloy, a comprehensive analysis, including also the processing maps and microstructural
observation is needed.

3.3. Processing Maps for Waspaloy

The processing maps in accordance with Prasad’s criterion consist of a power dissipation efficiency
and flow instability maps. In DMM hot working is strongly connected with power dissipation. One part
of this power is dissipated as heat caused by plastic deformation, represented by heat generation
(G), and the other part, represented by microstructural changes (J), is related to the microstructural
evolution related to DRV, DRX and phase transformations [20,30]. The total power is evaluated as:

P = σ ·
.
ε =

.
ε∫

0

σd
.
ε+

σ∫
0

.
εdσ = G + J (9)

where:
.
ε—strain rate (s−1); σ—flow stress (MPa).

The strain rate sensitivity parameter (m) determines the ratio between heat generation (G) and
microstructural changes (J), and can be determined as [25]:

m =

(
∂J
∂G

)
T,ε

=

(
∂ log σ

∂ log
.
ε

)
T,ε

(10)

where: T—temperature (◦C); and ε—constant true strain value.
The efficiency of power dissipation (η) as a function of the strain rate sensitivity can be

calculated from:
η = J/Jmax =

2m
m + 1

(11)

Based on the results of the distribution of the efficiency of power dissipation η, the power
dissipation map can be drawn. This map displays the proportion of the power dissipated by the
microstructure changes depending on the strain rate and deformation temperature. In general, the
higher value of η (30–60%) corresponds to DRX, while the lower value (20–30%) is associated with
DRV. However, it should be noted that high values of η do not always correspond to the safe domains
for material workability because the criterion for the occurrence of flow instabilities (ξ) should also be
taken into account. This instability criterion is given by the following Equation [28–30]:

ξ(
.
ε) =

∂ log
(

m
m+1

)
∂ log

.
ε

+ m ≤ 0 (12)

The variation of ξ is represented in a form of instability map as a function of deformation
temperature and strain rate. The domains with negative values of this criterion can indicate the
occurrence of the flow instability during deformation, such as flow localization, adiabatic shear bands,
cracking, and so on [43].

Figure 5 presents the processing maps for Waspaloy generated upon the basis of the Prasad
stability criterion for different true strains (from 0.2 to 1) in a wide range of deformation temperatures
(900–1150 ◦C) and strain rates (0.01–100 s−1). These processing maps can be designed by the
superimposition of instability maps on power dissipation maps. The black isocline lines describe the
distribution of the efficiency of power dissipation (η%), while the shaded areas indicate a negative
value of instability criterion (ξ). Generally, the value of η tends to increase with increasing deformation
temperature and, to a greater extent, with decreasing strain rate. It can also be noted, that the variation
of true strains does not have a significant effect on the distribution of η. At all processing maps the
domain in which the peak efficiency of power dissipation increases from 40% to 54% with increasing
true strain at the temperature of 1050 ◦C and strain rate 0.01 s−1 is observed. This phenomenon can



Materials 2020, 13, 3629 9 of 17

be the result of an increase in the amount of recrystallized grains with increasing true strain, which
increases the amount of energy dissipated by ongoing changes in the microstructure. Taking into
account that the higher value of this parameter reflects better workability, the hot-working parameters
of this domain for the investigated superalloy can be considered as optimal.Materials 2020, 13, x FOR PEER REVIEW 9 of 17 
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As can be seen from Figure 5, the area of domains covering the potential occurrence of DRX
(η ≥ 30%) is located mainly at the high temperatures ranging from 1000 to 1150. Moreover, each of the
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maps shown in Figure 5 is characterized by isocline curvature changes near the temperature of 1050 ◦C.
This effect can be associated with the γ′ solvus of Waspaloy [16] near this temperature. The same
results of the energy dissipated during dissolution and phase transformation were noted for other
nickel-based superalloys [45].

The instability domains with negative vales of ξ (shaded areas) presented in Figure 5a–c represent
the undesirable hot deformation conditions for Waspaloy due to the possibility of the occurrence of
flow instability. As can be seen from these figures, the location of the instability regions changes with
the true strain value at the temperatures ranging from 900 ◦C to 1050 ◦C at the whole range of the
investigated strain rates. This fact indicates, that the state of strain at the temperatures below 1050 ◦C
is unstable.

The processing map for the true strain of 0.4 (Figure 5b) indicates the behavior of Waspaloy at the
flow softening state. Two instability domains on the processing map, describing the behavior of the
material at a true strain of 0.2 (Figure 5a), can be distinguished. The largest domain is located at the
temperature range of 900–1040 ◦C and the strain rates of 0.3–100 s−1, and decreases with increasing
true strain (Figure 5b), and cannot be noticed at true strains larger or equal to 0.6 (Figure 5c–e). On the
other hand, the smaller instability domain (Figure 5a), limited by temperatures ranging from 900 ◦C to
935 ◦C and low strain rates (0.01–0.04 s−1), is decreasing with increasing values of true strain to 0.4
(Figure 5b). However, with a further increase of true strain to the values larger or equal to 0.6, this
domain tends to increase the area of instability, which is clearly visible in Figure 5c–e. Generally, the
location of instability domain for Waspaloy shown in Figure 5c, at a true strain of 0.8, corresponds
to the results presented in previous works [28,29] for the same conditions as well as showing a good
match for the higher value of true strain [30]. However, it can be noted that the developed processing
maps (Figure 5) provide a better understanding of the behavior of the material in a wider range of
temperatures, strains, and strain rates.

It should also be noted that to assess the hot workability of the material based on processing
maps it is necessary to take into account the hot deformation behavior at each true strain level.
This is primarily due to the complexity of the geometry of forged products, which affects the values
of true strains [46]. Complex analysis of the processing maps (Figure 5) as well as the analysis of
the deformation activation energy map (Figure 4) and stress-strain curves (Figure 2) for Waspaloy,
allows describing the undesirable and potentially favorable areas of hot deformation parameters.
The undesirable areas include relatively low processing temperatures (from 900 ◦C to 1000 ◦C) and
low strain rate range (0.01–0.04 s−1) combined with a processing temperature range of 900–1050 ◦C
and strain rates ranging from 0.04 s−1 to 100 s−1. They are characterized by the lowest efficiency of
power dissipation (Figure 5a–c), which means the worst workability and highest Q values (Figure 4).
Moreover, the analysis of flow stress curves (Figure 2) and instability domains presented in Figure 5a–c
indicates the presence of plastic flow instabilities that may occur during deformation. The optimal hot
deformation conditions for Waspaloy can be described as processing at temperatures from 1100 ◦C to
1150 ◦C and at all investigated strain rates as well as the area at the temperature range of 1025–1100 ◦C
and strain rates ranging from 0.01 to 0.04 s−1. The advantages of these processing conditions indicated
on the processing maps include the low (equal or greater than 750 kJ/mol) deformation activation energy
values (Figure 4) and high (equal or greater than 24%) η values (Figure 5a–c), which combined with the
flow stress curves analysis indicate the occurrence of DRX as dominant mechanism. In addition, these
processing maps areas do not contain the instability domains and are located far from them. It should
be emphasized, that the successful non-isothermal hot forging of turbine disk was carried out under
the conditions relevant to these processing maps areas [5]. However, the above analysis needs to be
confirmed by the microstructure observations of the compressed specimens.

3.4. Microstructural Observations

The microstructures of the specimens obtained in the instability conditions are presented in
Figure 6. In the instability domain, the cracking on the surface (Figure 6a,c,e) and localized plastic
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flow (Figure 6b,d,f) were observed. In all cases, a pronounced inhomogeneity of deformation can be
observed. Cracking of the compressed specimens, noted on the surface at the areas of the occurrence of
shear cracks [29], occurred along the grain boundaries. One of the reasons for their occurrence is flow
localization (Figure 6b,d,f) located near these cracks. The presence of γ′ precipitations restricts the
movement of grain boundaries, which is also reflected and proven by high Q value and potential low
workability under these conditions. At low temperatures (Figure 6a–d), the occurrence of the processes
characteristic for DRX should not be considered. At higher temperatures (Figure 6e,f), partial DRX and
dissolution of γ′ precipitations can be observed, which reduces the intensity of cracking due to flow
localization. It confirms the analysis of the processing maps.
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(a,b) 900 ◦C/0.1 s−1, (c,d) 900 ◦C/1 s−1, (e,f) 1000 ◦C/0.1 s−1 at instability domain.

Moreover, as can be seen from Figure 6b,d,f, flow localization has a form of local deformation
bands oriented at an angle of 45◦ to the compression direction. Further deformation under indicated
instabilities can lead to adiabatic shear bands and, subsequently, to shear cracks. Considering the above,
it can be concluded, that the hot deformation of Waspaloy in undesirable areas is not recommended.



Materials 2020, 13, 3629 12 of 17

Figure 7 presents the microstructures of the specimens compressed under optimal hot deformation
conditions. As can be seen from this figure, the DRX mechanism is more or less characteristic for each of
the deformation conditions presented. The low strain rate (0.01 s−1) leads to an increase in the exposure
of the material to a given temperature, resulting in a large part of γ′ precipitations and carbides as
well as in recrystallized equiaxed grain growth (Figure 7a). An increase of deformation temperature
will lead to even greater growth of grains while decreasing the temperature will increase the volume
fraction of γ′ particles, which will reduce the workability of the investigated superalloy. It also should
be noted, that the presence of carbides and γ′ particles inhibit grain growth [32]. Taking into account
these facts as well as the previous analysis, it can be argued that these deformation conditions are
optimal at strain rates ranging from 0.01 to 0.04 s−1. Higher strain rates (0.04–100 s−1) will reduce the
exposure time of the material to deformation temperature and, therefore, will increase the temperature
of dissolution of large volume fraction of γ′ precipitations.

The microstructures presented in Figure 7b–f confirm the expediency of hot deformation of
Waspaloy at temperatures ranging from 1100 ◦C to 1150 ◦C and strain rate range of 0.04–100 s−1.
These microstructures are characterized by almost full DRX and good stability of the microstructures.
As can be seen from Figure 7b–d, the hot deformation at the temperature of 1100 ◦C will provide a
finer grain size.
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(f) 1150 ◦C/100 s−1.
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3.5. The Drop-Forging Test in Industrial Conditions

Based on the results obtained, relating to hot deformation conditions for the investigated superalloy,
the numerical simulation as well as the drop forging test of the selected part (gear wheel) in industrial
conditions was performed. Generally, it was found that the stable process of hot working of the
investigated alloy took place in the ranges of high deformation temperatures (≥1050 ◦C). Moreover,
high deformation temperatures are characterized by lower values of deformation activation energy
(Figure 4). Due to the above and taking into account the temperature drop during deformation, the
billet temperature was selected as 1150 ◦C.

The numerical distributions of temperature, mean stress and effective strain in the forged gear
wheel in a final stage are shown in Figure 8. Figure 8a shows that the temperature in the forged part
was within the range from 1050 ◦C to 1150 ◦C which corresponded to the favorable hot deformation
conditions. The decrease in the temperature was recorded at the contact of the workpiece with the tool
while the highest temperature values were observed in the flash zones. Almost the entire volume of
the forging had a similar mean stress distribution (Figure 8b). The only exceptions were the areas of
the flash and web regions where the largest values of mean stress could be observed, however, these
areas might be disregarded due to destined for being cut off. The distribution of the effective strain
(Figure 8c) indicated an intensive material flow in the area of gear wheel teeth and flash.
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(c) in the drop-forged Waspaloy gear wheel.

The verification based on a complex analysis of the previously obtained results was carried out by
industrial drop forging tests of a gear wheel (Figure 9) performed on the 10 MN hydraulic screw press.

After drop-forging tests, the quality of the obtained gear wheel was evaluated. As can be
seen in Figure 10 describing the microstructure of the forged part is defined as characteristic areas,
the microstructure had no visible defects. The microstructure in the investigated areas showed the
occurrence of the DRX process, which resulted in a partial or complete replacement of the initial
microstructure by uniform grains. Also, the beginning of DRX at the initial grains boundaries in
the form of fine recrystallization nuclei can be seen in the area E (Figure 10). Almost full DRX can
be observed at the areas A, B, C, and D. Generally, basing on the presented microstructures it can
be concluded, that the obtained forged part had a good quality that confirmed the above results
concerning the optimization of hot-processing parameters for Waspaloy.
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4. Conclusions

The stress-strain curves for Waspaloy were obtained from isothermal hot compression tests
performed to a total true strain of 1 at strain rates ranging from 0.01 s−1 to 100 s−1, and at temperatures
in the range of 900–1150 ◦C. Based on these tests, calculations, and microstructural observations, the
following conclusions can be summarized:

• The average activation energy (Q) value, calculated for the investigated Waspaloy, was
630.17 kJ/mol. The high correlation coefficient for the linear regression R2 = 0.997 confirmed the
accuracy of the constitutive equation describing the hot-deformation behavior of the investigated
superalloy. The distribution of activation energy as a function of strain rate and temperature for
Waspaloy at different strain rates varied in the range from 150 kJ/mol to 1200 kJ/mol.
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• The undesirable processing conditions include low temperatures (from 900 ◦C to 1000 ◦C) and low
strain rates range (0.01–0.04 s−1) combined with the processing temperature range of 900–1050 ◦C,
and strain rates ranging from 0.04 s−1 to 100 s−1.

• The most favorable hot-deformation conditions for Waspaloy can be described by the processing
map area for the temperatures from 1100 ◦C to 1150 ◦C, and at all investigated strain rates as
well as the area for the temperatures range of 1025–1100 ◦C, and strain rates ranging from 0.01 to
0.04 s−1.

• The microstructures of the specimens obtained in the instability conditions confirmed the
occurrence of the flow instability during deformation. The microstructures of the specimens
compressed at optimal hot deformation conditions were characterized by almost full DRX and
good deformation stability.

• The numerical analyses as well as drop forging tests of a gear wheel confirmed the results related
to optimization of hot-forging parameters for Waspaloy.
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have read and agreed to the published version of the manuscript.

Funding: The research project was financed by the Ministry of Science and Higher Education (AGH—research
subsidy No. 16.16.110.663).

Conflicts of Interest: The authors confirm that they have no conflict of interest.

References

1. Jones, R.M.F.; Jackman, L.A. The structural evolution of superalloy ingots during hot working. JOM 1999, 51,
27–31. [CrossRef]

2. Penkalla, H.J.; Wosik, J.; Czyrska-Filemonowicz, A. Quantitative microstructural characterisation of Ni-base
superalloys. Mater. Chem. Phys. 2003, 81, 417–423. [CrossRef]

3. Wosik, J.; Dubiel, B.; Kruk, A.; Penkalla, H.J.; Schubert, F.; Czyrska-Filemonowicz, A. Stereological estimation
of microstructural parameters of nickel-based superalloy Waspaloy using TEM methods. Mater. Charact.
2001, 46, 119–123. [CrossRef]

4. Zhang, M.-C.; Zhang, Q.; Wei, K. The correlation between grain orientation evolution and stress rupture
properties of Waspaloy. Metall. Mater. Trans. A 2018, 49, 6063–6074. [CrossRef]

5. Cha, D.-J.; Kim, D.-K.; Cho, J.-R.; Bae, W.-B. Hot shape forging of gas turbine disk using microstructure
prediction and finite element analysis. Int. J. Precis. Eng. Man. 2011, 12, 331–336. [CrossRef]

6. Chen, J.H.; Rogers, P.M.; Little, J.A. Oxidation behavior of several chromia-forming commercial nickel-base
superalloys. Oxid. Met. 1997, 47, 381–410. [CrossRef]

7. Forsik, S.A.J.; Rosas, A.O.P.; Wang, T.; Colombo, G.A.; Zhou, N.; Kernion, S.J.; Epler, M.E. High-temperature
oxidation behavior of a novel Co-base superalloy. Metall. Mater. Trans. A 2018, 49, 4058–4069. [CrossRef]

8. Wang, Y.; Dong, J.; Zhang, M.; Yao, Z. Stress relaxation behavior and mechanism of AEREX350 and Waspaloy
superalloys. Mater. Sci. Eng. A 2016, 678, 10–22. [CrossRef]

9. Chang, K.-M.; Liu, X. Effect of γ′ content on the mechanical behavior of the Waspaloy alloy system. Mater. Sci.
Eng. A 2001, 308, 1–8. [CrossRef]

10. Yao, Z.; Zhang, M.; Dong, J. Stress rupture fracture model and microstructure evolution for Waspaloy.
Metall. Mater. Trans. A 2013, 44, 3084–3098. [CrossRef]

11. Kearsey, R.M.; Tsang, J.; Oppenheimer, S.; McDevitt, E. Microstructural effects on the mechanical properties
of ATI 718Plus alloy. JOM 2012, 64, 241–251. [CrossRef]

12. Whelchel, R.L.; Kelekanjeri, V.S.K.G.; Gerhardt, R.A.; Ilavsky, J. Effect of aging treatment on the microstructure
and resistivity of a nickel-base superalloy. Metall. Mater. Trans. A 2011, 42, 1362–1372. [CrossRef]

13. Roy, A.K.; Venkatesh, A.; Marthandam, V.; Ghosh, A. Tensile deformation of a nickel-base alloy at elevated
temperatures. J. Mater. Eng. Perform. 2008, 17, 607–611. [CrossRef]

http://dx.doi.org/10.1007/s11837-999-0007-9
http://dx.doi.org/10.1016/S0254-0584(03)00037-3
http://dx.doi.org/10.1016/S1044-5803(01)00112-7
http://dx.doi.org/10.1007/s11661-018-4923-6
http://dx.doi.org/10.1007/s12541-011-0043-6
http://dx.doi.org/10.1007/BF02134783
http://dx.doi.org/10.1007/s11661-018-4736-7
http://dx.doi.org/10.1016/j.msea.2016.09.077
http://dx.doi.org/10.1016/S0921-5093(00)02042-6
http://dx.doi.org/10.1007/s11661-013-1660-8
http://dx.doi.org/10.1007/s11837-012-0242-3
http://dx.doi.org/10.1007/s11661-010-0483-0
http://dx.doi.org/10.1007/s11665-007-9189-x


Materials 2020, 13, 3629 16 of 17

14. Donachie, M.J.; Pinkowish, A.A.; Danesi, W.P.; Radavich, J.F.; Couts, W.H. Effect of hot work on the properties
of Waspaloy. Metall. Trans. 1970, 1, 2623–2630. [CrossRef]

15. Brooks, J.W. Forging of superalloys. Mater. Des. 2000, 21, 297–303. [CrossRef]
16. Chamanfar, A.; Jahazi, M.; Gholipour, J.; Wanjara, P.; Yue, S. Suppressed liquation and microcracking in

linear friction welded Waspaloy. Mater. Des. 2012, 36, 113–122. [CrossRef]
17. Guimaraes, A.A.; Jonas, J.J. Recrystallization and aging effects associated with the high temperature

deformation of Waspaloy and Inconel 718. Metall. Trans. A 1981, 12, 1655–1666. [CrossRef]
18. Semiatin, S.L.; Weaver, D.S.; Fagin, P.N.; Glavicic, M.G.; Goetz, R.L.; Frey, N.D.; Antony, M.M. Deformation

and recrystallization behavior during hot working of a coarse-grain, nickel-base superalloy ingot material.
Metall. Mater. Trans. A 2004, 35, 679–693. [CrossRef]

19. Semiatin, S.L.; Fagin, P.N.; Glavicic, M.G.; Raabe, D. Deformation behavior of Waspaloy at hot-working
temperatures. Scr. Mater. 2004, 50, 625–629. [CrossRef]

20. Prasad, Y.V.R.K.; Gegel, H.L.; Doraivelu, S.M.; Malas, J.C.; Morgan, J.T.; Lark, K.A.; Barker, D.R. Modeling
of dynamic material behavior in hot deformation: Forging of Ti-6242. Metall. Mater. Trans. A 1984, 15,
1883–1892. [CrossRef]

21. Sajjadi, S.A.; Chaichi, A.; Ezatpour, H.R.; Maghsoudlou, A.; Kalaie, M.A. Hot deformation processing map
and microstructural evaluation of the Ni-based superalloy IN-738LC. J. Mater. Eng. Perform. 2016, 25,
1269–1275. [CrossRef]

22. Wang, M.; Wang, W.; Liu, Z.; Sun, C.; Qian, L. Hot workability integrating processing and activation energy
maps of Inconel 740 superalloy. Mater. Today Commun. 2018, 14, 188–198. [CrossRef]

23. Wen, D.-X.; Lin, Y.C.; Chen, J.; Deng, J.; Chen, X.-M.; Zhang, J.-L.; He, M. Effects of initial aging time on
processing map and microstructures of a nickel-based superalloy. Mater. Sci. Eng. A 2015, 620, 319–332.
[CrossRef]

24. Wen, D.-X.; Lin, Y.C.; Li, H.-B.; Chen, X.-M.; Deng, J.; Li, L.-T. Hot deformation behavior and processing map
of a typical Ni-based superalloy. Mater. Sci. Eng. A 2014, 591, 183–192. [CrossRef]

25. Kong, Y.; Chang, P.; Li, Q.; Xie, L.; Zhu, S. Hot deformation characteristics and processing map of nickel-based
C276 superalloy. J. Alloys Compd. 2015, 622, 738–744. [CrossRef]

26. Murty, S.V.S.N.; Rao, B.N. On the development of instability criteria during hotworking with reference to IN
718. Mater. Sci. Eng. A 1998, 254, 76–82. [CrossRef]

27. Sui, F.-L.; Xu, L.-X.; Chen, L.-Q.; Liu, X.-H. Processing map for hot working of Inconel 718 alloy. J. Mater.
Process. Technol. 2011, 211, 433–440. [CrossRef]

28. Amiri, A.; Sadeghi, M.H.; Ebrahimi, G.R. Characterization of hot deformation behavior of AMS 5708
nickel-based superalloy using processing map. J. Mater. Eng. Perform. 2013, 22, 3940–3945. [CrossRef]

29. Amiri, A.; Bruschi, S.; Sadeghi, M.H.; Bariani, P. Investigation on hot deformation behavior of Waspaloy.
Mater. Sci. Eng. A 2013, 562, 77–82. [CrossRef]

30. Prasad, Y.V.R.K.; Rao, K.P.; Sasidhara, S. Hot Working Guide: A Compendium of Processing Maps, 2nd ed.;
ASM International: Materials Park, OH, USA, 2015; p. 468.

31. Shen, G.; Semiatin, S.L.; Shivpuri, R. Modeling microstructural development during the forging of Waspaloy.
Metall. Mater. Trans. A 1995, 26, 1795–1803. [CrossRef]

32. Chamanfar, A.; Jahazi, M.; Gholipour, J.; Wanjara, P.; Yue, S. Evolution of flow stress and microstructure
during isothermal compression of Waspaloy. Mater. Sci. Eng. A 2014, 615, 497–510. [CrossRef]

33. McQueen, H.J.; Gurewitz, G.; Fulop, S. Influence of dynamic restoration mechanisms on the hot workability
of Waspaloy and concentrated FCC alloys. High Temp. Technol. 1983, 1, 131–138. [CrossRef]

34. Lin, Y.C.; Chen, X.-M. A critical review of experimental results and constitutive descriptions for metals and
alloys in hot working. Mater. Des. 2011, 32, 1733–1759. [CrossRef]

35. Sun, Y.; Wan, Z.; Hu, L.; Ren, J. Characterization of hot processing parameters of powder metallurgy
TiAl-based alloy based on the activation energy map and processing map. Mater. Des. 2015, 86, 922–932.
[CrossRef]

36. Wu, H.-X.; Ge, C.-C.; Yan, Q.-Z.; Xi, M.; Tian, T.; Zhu, Z.-L.; Hu, Q.-P. Plastic deformation behavior of spray
formed superalloy FGH100. Mater. Sci. Eng. A 2017, 699, 156–164. [CrossRef]

37. Medeiros, S.C.; Prasad, Y.V.R.K.; Frazier, W.G.; Srinivasan, R. Microstructural modeling of metadynamic
recrystallization in hot working of IN 718 superalloy. Mater. Sci. Eng. A 2000, 293, 198–207. [CrossRef]

http://dx.doi.org/10.1007/BF03038394
http://dx.doi.org/10.1016/S0261-3069(99)00069-2
http://dx.doi.org/10.1016/j.matdes.2011.11.007
http://dx.doi.org/10.1007/BF02643571
http://dx.doi.org/10.1007/s11661-004-0379-y
http://dx.doi.org/10.1016/j.scriptamat.2003.11.030
http://dx.doi.org/10.1007/BF02664902
http://dx.doi.org/10.1007/s11665-016-1967-x
http://dx.doi.org/10.1016/j.mtcomm.2018.01.009
http://dx.doi.org/10.1016/j.msea.2014.10.031
http://dx.doi.org/10.1016/j.msea.2013.09.049
http://dx.doi.org/10.1016/j.jallcom.2014.10.118
http://dx.doi.org/10.1016/S0921-5093(98)00764-3
http://dx.doi.org/10.1016/j.jmatprotec.2010.10.015
http://dx.doi.org/10.1007/s11665-013-0677-x
http://dx.doi.org/10.1016/j.msea.2012.11.024
http://dx.doi.org/10.1007/BF02670767
http://dx.doi.org/10.1016/j.msea.2014.07.093
http://dx.doi.org/10.1080/02619180.1983.11753197
http://dx.doi.org/10.1016/j.matdes.2010.11.048
http://dx.doi.org/10.1016/j.matdes.2015.07.140
http://dx.doi.org/10.1016/j.msea.2017.02.063
http://dx.doi.org/10.1016/S0921-5093(00)01053-4


Materials 2020, 13, 3629 17 of 17

38. Monajati, H.; Jahazi, M.; Yue, S.; Taheri, A.K. Deformation characteristics of isothermally forged UDIMET
720 nickel-base superalloy. Metall. Mater. Trans. A 2005, 36, 895–905. [CrossRef]

39. Matsui, T. Dynamic recrystallization behavior of Waspaloy during hot working. Mater. Trans. 2014, 55,
255–263. [CrossRef]

40. Kashyap, B.P.; Chaturvedi, M.C. Activation energy for superplastic deformation of IN718 superalloy.
Scr. Mater. 2000, 43, 429–433. [CrossRef]

41. Wang, Y.; Shao, W.Z.; Zhen, L.; Yang, C.; Zhang, X.M. Tensile deformation behavior of superalloy 718 at
elevated temperatures. J. Alloys Compd. 2009, 471, 331–335. [CrossRef]

42. Guo, S.; Li, D.; Pen, H.; Guo, Q.; Hu, J. Hot deformation and processing maps of Inconel 690 superalloy.
J. Nucl. Mater. 2011, 410, 52–58. [CrossRef]

43. Wang, L.; Liu, F.; Cheng, J.J.; Zuo, Q.; Chen, C.F. Hot deformation characteristics and processing map analysis
for Nickel-based corrosion resistant alloy. J. Alloys Compd. 2015, 623, 69–78. [CrossRef]

44. Yu, Q.Y.; Yao, Z.H.; Dong, J.X. Deformation and recrystallization behavior of a coarse-grain, nickel-base
superalloy Udimet720Li ingot material. Mater. Charact. 2015, 107, 398–410. [CrossRef]

45. Zhang, H.; Zhang, K.; Lu, Z.; Zhao, C.; Yang, X. Hot deformation behavior and processing map of a
γ′-hardened nickel-based superalloy. Mater. Sci. Eng. A 2014, 604, 1–8. [CrossRef]
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