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within a casting mold and subsequently annealing and overaging the ingot at least
1200 °F (649 °C) for at least 10 hours. The ingot is electroslag remelted at a melt
rate of at least 8 Ibs/min. (3.63 kg/min.), and the ESR ingot is then transferred to a
heating furnace within 4 hours of complete solidification and is subjected to a novel
post-ESR heat treatment. A suitable VAR electrode is provided form The ESR in-
got, and the electrode is vacuum arc remelted at a melt rate of 8 to 11 lIbs/minute
(3.63 to 5.00 kg/minute) to provide a VAR ingot. The method allows premium qual-
ity VAR ingots having diameters greater than 30 inches (762 mm) to be prepared
from Alloy 718 and other nickel base superalloys subject to significant segregation
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15
TECHNICAL FIELD AND INDUSTRIAL
APPLICABILITY OF THE INVENTION
The present invention relates to an improved method for
producing large diameter, premium quality ingots of nickel base superalloys.
20  The present invention more particularly relates to a method for producing
ingots of nickel base superalloys, including Alloy 718 (UNS N07718) and
ether nickel base superalloys experiencing significant segregation during
casting, and wherein the ingots have a diameter greater than 30 inches (762

mm) and are substantially free of negative segregation, are free of freckles,

25  and are free of other positive segregation. The present invention also is
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directed to ingots of Alloy 718 having diameters greater than 30 inches (762
mm), as well as to any ingots, regardless of diameter, formed using the
method of the invention. The method of the present invention may be applied
in, for example, the manufacture of large diameter, premium quality ingots of
nickel base superalloys that are fabricated into rotating parts for power
generation. Such parts include, for example, wheels and épacers for land-

based turbines and rotating components for aeronautical turbines.

DESCRIPTION OF THE INVENTION BACKGROUND

In certain critical applica}ions, components must be
manufactured from nickel base superalloys in the form of large diameter
ingots that lack significant segregation. Such ingots must be substantially free
of positive and negative segregation, and should be completely free of the
manifestation of positive segregation known as “freckles”. Freckles are the
most common manifestation of positive segregation and are dark etching
regions enriched in solute elements. Freckles result from the flow of solute-
rich interdendritic liquid in the mushy zone of the ingot during solidification.
Freckles in Alloy 718, for example, are enriched in niobium compared to the
matrix, have a high density of carbides, and usually contain Laves phase.
“White spots” are the major type of negative segregation. These light etching
regions, which are depleted in hardener solute elements, such as niobium,
typically are classified into dendritic, discrete, and solidification white spots.

While there can be some tolerance for dendritic and solidification white spots,
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discrete white spots are of major concern because they frequently are
associated with a cluster of oxides and nitrides that can act as a crack
initia{or.

Ingots substantially lacking positive and negative segregation
and that are also free of freckles are referred to herein as “premium quality”
ingots. Premium quality nickel base superalloy ingots are required in certain
critical applications including, for example, rotating components in
aeronautical or land-based power generation turbines and in other
applications in which segregation-related metallurgical defects may result in
catastrophic failure of the component. As used herein, an ingot “substantially
lacks” positive and negative segregation when such types of segregation are
wholly absent or are present only to an extent that does not make the ingot
unsuitable for use in critical applications, such as use for fabrication into
rotating components for aeronaufical and land-based turbine applications.

Nickel base superalloys subject to significant positive and
negative segregation during casting include, for example, Alloy 718 and Alloy
706. In order to minimize segregation when casting these alloys for use in
critical applications, and also to better ensure that the cast alloy is free of
deleterious non-metallic inclusions, the molten metallic material is
appropriately refined before being finally cast. Alloy 718, as well as certain
other segregation-prone nickel base superalloys such as Alloy 706 (UNS
NQ09706), are typically refined by a “triple melt” technique which combines,

sequentially, vacuum induction melting (VIM), electroslag remelting (ESR),
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and vacuum arc remelting (VAR). Premium quality ingots of these
segregation-prone materials; however, are difficult to produce in large
diameters by VAR melting, the last step in the triple melt sequence. In some
cases, large diameter ingots are fabricated into single components, so areas
of unacceptable segregation in VAR-cast ingots cannot be selectively
removed prior to component fabrication. Consequently, the entire ingot or a
portion of the ingot may need to be scrapped.

VAR ingots of Alloy 718, Alloy 706, and other nickel base
superalloys such as Alloy 600, Alloy 625, Alloy 720, and Waspaloy, are
increasingly required in larger weights, and correspondingly larger diameters,
for emerging applications. Such applications include, for example, rotating -
components for larger land-based and aeronautical turbines under
development. Larger ingots are needed not only to achieve the final
component weight economically, but also to facilitate sufficient
thermomechanical working to adequately break down the ingot structure and
achieve all of the final mechanical and structural requirements.

The melting of large superalloy ingots accentuates a number of
basic metallurgical and processing related issues. Heat extraction during
melting becomes more difficult with increasing ingot diameter, resulting in
longer solidification times and deeper molten pools. This increases the
tendency towards positive and negative segregation. Larger ingots and

electrodes can also generate higher thermal stresses during heating and

cooling. While ingots of the size contemplated by this invention have been
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successfully produced in several nickel base alloys (for example, Alloys 600,
625, 706, and Waspaloy) Alloy 718 is particularly prone to these problems.
To allow for the production of large diameter VAR ingots of acceptable
metallurgical quality from Alloy 718 and certain other segregation-prone nickel
base superalloys, specialized melting and heat treatment sequences have
been developed. Despite these efforts, the largest commercially available
premium quality VAR ingots of Alloy 718, for example, are currently 20 inches
(508 mm) in diameter, with limited material produced at up to 28-inch (711
mm) diameters. Attempts at casting larger diameter VAR ingots of Alloy 718
material have been unsuccessful due the occurrence of thermal cracking and
undesirable segregation. Due to length restrictions, 28-inch VAR ingots of
Alloy 718 weigh no more than about 21,500 Ibs (9772 kg). Thus, Alloy 718
VAR ingots in the largest commercially available diameters fall far short of the
weights needed in emerging applications requiring premium quality nickel
base superalloy material.

Accordingly, there is a need for an improved method of
producing premium quality, large diameter VAR ingots of Alloy 718. There
also is a need for an improved method of producing ingots of other
segregation-prone nickel base superalloys that are substantially free of
negative segregation, are free of freckles, and substantially lack other positive

segregation.
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BRIEF SUMMARY OF THE INVENTION

In order to address the above-described needs, the present
invention provides a novel method of producing a nickel base superalloy. The
method may be used to cast VAR ingots of premium quality from Alloy 718 in
diameters greater than 30 inches (762 mm) and having weights in excess of
21,500 Ibs (9772 kg). ltis believed that the method of the present invention
also may be applied in the production of large diameter VAR ingots from other
nickel base superalloys subject to significant segregation during casting, such
as, for example, Alloy 706.

The method of the present invention includes the initial step of
casting a nickel base superalloy within a casting mold. This may be
accomplished by VIM, argon oxygen decarburization (AOD), vacuum oxygen
decarburization (VOD), or any other suitable primary melting and casting
technique. The cast ingot is subsequently annealed and overaged by heating
the alloy at a furnace temperature of at least 1200°F (649°C) for at least 10
hours. (As used herein, “subsequent” and “subsequently” refer to method
steps or events that occur immediately one after another, but also refer to
method steps or other events that are separated in time and/or by intervening
method steps or other events.) In a subsequent step, the ingot is applied as
an ESR electrode and is electroslag remelted at a melt rate of at least 8
Ibs/min. (3.63 kg/min.). The ESR ingot is transferred
to a heating furnace within 4 hours of complete solidification, and is

subsequently subjected to a post-ESR heat treatment. The heat treatment
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includes the steps of holding the alloy at a first furnace temperature of 600°F -
(316°C) to 1800°F (982°C) for at least 10 hours, and then increasing the
furnace temperature, in either a single stage or in multiple stages, from the
first furnace temperature to a second furnace temperature of at least 2125°F
(1163°C) in a manner that inhibits thermal stresses within the ingot. The ingot
is held at the second temperature for at least 10 hours to provide the ingot
with a homogenized structure and with minimal Laves phase.

In some instances, the ESR ingot may be cast with a diameter
that is larger than the desired diameter of the VAR electrode to be used in a
subsequent step of the method. Therefore, the method of the present
invention may include, subsequent to holding the ESR ingot at the second
furnace temperature, and prior vacuum arc remelting, mechanically working
the ESR ingot at elevated temperature to alter dimensions of the ingot and to
provide a VAR electrode of the desired diameter. Thus, after the ESR ingot
has been held at the second furnace temperature, it may be further processed
in one of several ways, including cooling to a suitable mechanical working
temperature or cooling to about room temperature and subsequently
reheating to a suitable mechanical working temperature. Alternatively, if’
adjustment of ingot diameter is unnecessary, the ingot may be directly cooled
to room temperature and subsequently processed by vacuum arc remelting
without the step of mechanical working. All steps of cooling and reheating the

ESR ingot subsequent to holding the ESR ingot at the second temperature



WO 02/072897 ) PCT/US02/05510

10

15

20

are carried out in a manner that inhibits thermal stresses and that will not
result in thermal cracking of the ingot.

In a subsequent step of the present method, the ESR ingot is
vacuum arc remelted at a melt rate of 8 to 11 Ibs/minute (3.63 to 5 kg/minute)
to provide a VAR ingot. The VAR melt rate is preferably 9 to 10.25 Ibs/minute
(4.09 to 4.66 kg/min), and is more preferably 9.25 to 10.2 Ibs/minute (4.20 to
4.63 kg/minute). The VAR ingot preferably has a diameter greater than 30
inches (762 mm), and more preferably has a diameter of at least 36 inches
(914 mm).

The present invention is further directed to a method of
producing a nickel base superalloy that is substantially free of positive and
negative segregation and that includes the step of casting in a casting mold
an alloy selected from Alloy 718 and other nickel base superalloys subject to
significant segregation during casting. The cast ingot is subsequently
annealed and overaged by heating at a furnace temperature of at least
1550°F (843°C) for at least 10 hours. The annealed ingot is subsequently
electroslag remelted at a melt rate of at least about 10 Ibs/min. (4.54 kg/min.),
and the ESR ingot is then transferred to a heating furnace within 4 hours of
complete solidification. In subsequent steps, the ESR ingot is subjected to a
multi-stage post-ESR heat treatment by holding the ingot at a first furnace

temperature of 900°F (482°C) to 1800°F (982°C) for at least 10 hours. The

furnace temperature is subsequently increased by no more than 100°F/hour
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(55.6°C/hour) to an intermediate furnace temperature, and is subsequently
further increased by no more than 200°F/hour (111°C/hour) to a second
furnace temperature of at least 2125°F (1163°C). The ingot is held at the
second furnace temperature for at least 10 hours. The ESR ingot may be
converted to a VAR electrode of appropriate dimensions, if necessary, and is
subsequently vacuum arc remelted at a melt rate of 8 to 11(Ibs/minute (3.63 to
5 kg/minute) to provide a VAR ingot. If desired, the VAR ingot may be further
processed, such as by a homogenization and/or suitable mechanical
conversion to desired dimensions.

The present invention also is directed to VAR ingots produced
according to the method of the invention. In addition, the present invention is
directed to VAR ingots of Alloy 718 which have a diameter greater than 30
inches, and is further directed to premium quality Alloy 718 ingots having a
diameter greater than 30 inches and which are produced by VAR or by any
other melting and casting technique.

The present invention also encompasses articles of manufacture
produced by fabricating the articles from ingots within the present invention.
Representative articles of manufacture that may be fabricated from the ingots
of the present invention include, for example, wheels and spacers for use in
land-based turbines and rotating components for use in aeronautical turbines.

The reader will appreciate the foregoing details and advantages

of the present invention, as well as others, upon consideration of the following
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detailed description of embodiments of the invention. The reader also may
comprehend such additional advantages and details of the present invention

upon carrying out or using the invention.

BRIEF DESCRIPTION OF THE DRAWINGS

The features and advantages of the present invention may be
better understood by reference to the accompanying drawings in which:

Figure 1 is a diagram generally illustrating of one embodiment of
the method of the present invention, wherein the ESR ingot has a 40-inch
diameter and is converted to a 32-inch diameter VAR electrode prior to
vacuum arc remelting;

Figure 2 is a diagram generally illustrating a second
embodiment of the method of the present invention, wherein the ESR ingot
has a 36-inch diameter and is converted to a 32-inch diameter VAR electrode
prior to vacuum arc remelting; and

Figure 3 is a diagram of a third embodiment of the method of the
present invention, wherein a 33-inch diameter ESR ingot is cast and is |

suitable without mechanical conversion for use as the VAR electrode.

DETAILED DESCRIPTION OF EMBODIMENTS OF THE INVENTION
The method of the present invention allows for the production of
premium quality, large diameter ingots from Alloy 718, a nickel base

superalloy that is prone to segregation on casting. Previous to the

10
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development of the present method, the heaviest commercially available
ingots of Alloy 718 were limited to about 28 inches (711 mm) in diameter, with
maximum weights of about 21,500 Ibs (9773 kg) because of length/diameter
limitations. The inventors have successfully produced premium quality ingots
of Alloy 718 with diameters greater than 30 inches (762 mm) and at least 36
inches (914 mm) by the present method. These ingots weighed as much as
36,000 Ibs (16,363 kg), well in excess of the previous maximum weight for
premium quality 718 Alloy VAR ingots. The inventors believe that the method
of the present invention may be used to produce VAR ingots of other nickel
base superalloys that typically experience significant segregation during
casting. Such other alloys include, for example, Alloy 706.

. The method of the present invention includes the step of casting
a nickel base superalloy within a casting mold. As noted, the nickel base alloy
may be, for example, Alloy 718. Alloy 718 has the following broad
composition, all in weight percentages: about 50.0 to about 55.0 nickel; about
17 to about 21.0 chromium; O up to about 0.08 carbon; 0 up to about 0.35
manganese; 0 up to about 0.35 silicon; about 2.8 up to about 3.3
molybdenum; at least one of niobium and tantalum, wherein the sum of
niobium and tantalum is about 4.75 up to about 5.5; about 0.65 up to about
1.15 titanium; about 0.20 up to about 0.8 aluminum; 0 up to about 0.006
boron; and iron and incidental impurities. Alloy 718 is available under the
trademark Allvac 718 from the Allvac division of Aliegheny Technologies

Incorporated, Pittsburgh, Pennsylvania. Allvac 718 has the following nominal

11
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composition (in weight percentages) when cast in larger VAR ingot diameters:
54.0 nickel; 0.5 aluminum; 0.01 carbon; 5.0 niobium; 18.0 chromium; 3.0
molybdenum; 0.9 titanium; and iron and incidental impurities.

Any suitable technique may be used to melt and cast the alloy
within a casting mold. Suitable techniques inclu‘de, for example, VIM, AOD,
and VOD. The choice of melting and casting technique is often dictated by a
combination of cost and technical issues. Electric arc furnace/AOD melting
facilitates the use of low cost raw materials, but tends to be lower in yield than
VIM melting, particularly if bottom pouring is used. As the cost of raw
materials increases, the higher yield from VIM melting may make this a more
economical approach. Alloys containing higher levels of reactive elements
may require VIM melting to ensure adequate recovery. The need for low
gaseous residual contents, particularly nitrogen, also may dictate the use of
VIM melting to reach the desired levels.

After the alloy has been cast, it may be held within the mold for
a certain period to ensure sufficient solidification so that it may be stripped
safely from the casting mold. Those of ordinary skill in the art may readily
determine-a sufficient time, if any, to hold the cast ingot within mold. That
time will depend on, for example, the size and dimensions of the ingot, the
parameters of the casting operation, and the composition of the ingot.

Subsequent to removing the cast ingot from casting mold, it is
placed in a heating furnace and is annealed and overaged by heating at a

furnace temperature of least 1200°F (649°C) for at least 10 hours.

12
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Preferably, the ingot is heated at a furnace temperature of at least 1200°F
(649°C) for at least 18 hours. A more preferable heating temperature is at
least 1550°F (843°C). The annealing and overaging heat treatment is
intended to remove residual stresses within the ingot created during
solidification. As ingot diameter increases, residual stresses become more of
a concern because of increased thérmal gradients within the ingot and the
degree of microsegregation and macrosegregation increases, raising the
sensitivity to thermal cracking. When residual stresses become excessive,
thermal cracks can initiate. Some thermal cracks may be catastrophic,
resulting in the need to scrap the product. Cracking may also be more subtle
and result in melting irregularities and subsequent unacceptable segregation.
One type of melting irregularity known as a “melt rate cycle” is caused by
thermal cracks introduced into the ESR and VAR electrode that interrupt heat
conduction along the electrode from the tip that is melting. This concentrates
the heat below the crack, which causes the melt rate to increase as the
melting interface approaches the crack. When the crack is reached, the end
of the electrode is relatively cold, making the melting process suddenly
slower. As the crack region melts, the melt rate gradually increases until a
steady state temperature gradient is reestablished in the electrode and the
nominal melt rate is reached.

In a subsequent step, the ingot is used as an ESR electrode to

form an ESR ingot. The inventors have determined that an ESR melt rate of

13
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at least about 8 Ibs/minute (3.63 kg/minute), and more preferably at least 10
Ibs/minute (4.54 kg/minute) should be used to provide an ESR ingot suitable
for further processing to a large diameter VAR ingot. Any suitable flux and
flux feed rate may be used, and those having ordinary skill in the art may
readily determine suitable fluxes and feed rates for a given ESR process. To
some extent, the suitable melting rate will depend on the desired ESR ingot
diameter and should be selected to provide an ESR ingot of a solid
construction (i.e., substantially lacking voids and cracks), having reasonably
good surface quality, and lacking excessive residual stresses to inhibit
thermal cracking. The general operation of ESR equipment and the general
manner of conducting the remelting operation are well known to those of
ordinary skill in the art. Such persons may readily electroslag remelt an ESR
électrode of a nickel base superalloy, such as Alloy 718, at the melt rate
specified in the present method without further instruction.

Once the electrosiag remelting operation has been completed,
the ESR ingot may be allowed to cool in the crucible to better ensure that all
molten metal has solidified. The minimum suitable cool time will largely
depend on ingot diameter. Once removed from the crucible, the ingot is
transferred to a heating furnace so that it may be subjected to a novel post-
ESR heat treatment according to the present invention and as follows.

The inventors have discovered that in the production of large
diameter ingots of Alloy 718, it is important that the ESR ingot is hot

transferred into the heating furnace and that the post-ESR heat treatment be

14
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initiated within 4 hours from the complete solidification of the ESR ingot.

Once the ESR ingot has been transferred to the heating furnace, the post-
ESR heat treatment is initiated by holding the ingot at a first furnace
temperature in the range of at least 600°F (316°C) up to 1800°F (982°C) for at
least 10 hours. More preferably, the furnace temperature range is least 900°F
(482°C) up to 1800°F (982°C). It also is preferred that the heating time at the
selected furnace temperature is at least 20 hours.

After the step of holding the furnace temperature for at least 10

_hours, the heating furnace temperature is increased from the first furnace

temperature up to a second furnace temperature of at least 2125°F (1163°C),
and preferably at least 2175°F (1191°C), in a manner that inhibits the
generation of thermal stresses within the ESR ingot. The increase in furnace
temperature up to the second furnace temperature may be performed in a
single stage or és a multiple-stage operation including two or more heating
stages. The inventors have determined that a particularly satisfactory
sequence of increasing temperature from the first to the second furnace
temperatures is a two-stage sequence including: increasing furnace
temperature from the first temperature by no greater than 100°/hour
(55.6°C/hour), and preferably about 25°F/hour (13.9°C/hour), to an
intermediate temperature; and then further increasing furnace temperature
from the intermediate temperature by no greater than 200°F/hour

(111°C/hour), and preferably about 50°F/hour (27.8°C/hour), to the second

15
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furnace temperature. Preferably, the intermediate temperature is at least
1000°F (583°C), and more preferably is at least 1400°F (760°C).

The ESR ingot is held at the second furnace temperature for at
least 10 hours. The inventors have determined that after being held at the
second furnace temperature, the ingot should exhibit a homogenized structure
and include only minimal Laves phase. In order to bétter ensure that that
desired structure and the desired degree of annealing is achieved, the ESR
ingot is preferably held at the second furnace temperature for at least 24
hours, and is more preferably held at the second furnace temperature for
about 32 hours.

After the ESR ingot has been held at the second furnace
temperature for the spéciﬁed period, it may be further processed in one of
several ways. If the ESR ingot will not be mechanically worked, it may be
cooled from the second furnace temperature to room temperature in a manner
that inhibits thermal cracking. If the ESR ingot has a diameter that is greater
than the desired diameter of the VAR electrode, the ESR ingot may be
mechanically worked such as by, for example, hot forging. The ESR ingot
may be cooled from the second furnace temperature to a suitable mechanical
working temperature in a manner selected to inhibit thermal cracking. If,
however, the ESR ingot has been cooled below a suitable working
temperature, it may be reheated to the working temperature in a fashion that

inhibits thermal cracking and may then be worked to the desired dimensions.

16
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The inventors have determined that when cooling the ESR ingot
from the second furnace temperature, it is desirable to do so in a controlled
manner by reducing furnace temperature from the second furnace
temperature while the ingot remains in the heating furnace. A preferred
cooling sequence that has been shown to prevent thermal cracking includes:
reducing the furnace temperature from the second furnace temperature at a
rate no greater than 200°F/hour (11 1°C/hour),‘ and preferably at about
100°F/hour (55.6°C/hour), to a first intermediate temperature not greater than
1750°F (954°C), and preferably not greater than 1600°F (871°C); holding at
the first intermediate temperature for at léast 10 hours, and preferably at least
18 hours; further reducing the furnace temperature from the first intermediate
temperaturé at a rate not greater than 150°F/hour (83.3°C/hour), and
preferably about 75°F/hour (41.7°C/hour), to a second intermediate
temperature not greater than 1400°F (760°C), and preferably not greater than
1150°F (621°C); holding at the second intermediate temperature for at least 5
hours, and preferably at least 7 hours; and subsequently air cooling the ingot
to room temperature. Once cooled to room temperature, the ingot should
exhibit an overaged structure of delta phase precipitates.

If the ESR ingot is cooled from the second furnace temperature
to a temperature at which mechanical working will be carried out, then the
relevant portion of the cooling sequence just described may be used to

achieve the working temperature. For example, if the ESR ingot is being

17
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heated in a heating furnace at a second furnace temperature of 2175°F
(1191°C) and is to be hot forged at a forging temperature of 2025°F (1 107°C),
the ESR ingot may be cooled by reducing the furnace temperature from the
second furnace temperature at a rate no greater than 200°F/hour
(111°C/hour), and preferably at about 100°F/hour, to the forging temperature.
The inventors have determined that if the ESR ingot has been
cooled from the second furnace temperature to a temperature at or near room
temperature, then heating the ingot back to a suitable mechanical working
temperature may be conducted using the following sequence in order to
inhibit thermal cracking: charge the ingot to a heating furnace and heat the
ingot at a furnace temperature less than 1000°F (556°C) for at least 2 hours;
increase the furnace temperature at less than 40°F/hour (22.2°C/hour) to less
than 1500°F (816°C); further increase the furnace temperature at less than
50°F/hour (27.8°C/hour) to a suitable hot working temperature less than
2100°F (1149°C); and hold the ingot at the working temperature for at least 4
hours. In an alternate heating sequence developed by the inventors, the ESR
ingot is placed in a heating furnace and the following heating sequence is
followed: the ingot is heated at a furnace temperature of at least 500°F
(260°C), and preferably at 500-1000°F (277-556°C), for at least 2 hours; the
furnace temperature is increased by about 20-40°F/hour (11.1-22.2°C/hour) to
at least 800°F (427°C); the furnace temperature is further increased by about

30-50°F/hour (16.7-27.8°C/hour) to at least 1200°F (649°C); the furnace
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temperature is further increased by about 40-60°F/hour (22.2-33.3°C/hour) to
a hot working temperature less than 2100°F (1149°C); and the ingot is held at
the hot working temperature until the ingot achieves a substantially uniform
temperature throughout.

If the ESR ingot has been cooled or heated to a desired
mechanical working temperature, it is then worked in any suitable manner,
such as by press forging, to provide a VAR electrode having a predetérmined
diameter. Reductions in diameter may be necessitated by, for example,
limitations on available equipment. As an example, it may be necessary to
mechanically work an ESR ingot having a diameter of about 34 to about 40
inches (about 864 to about 1016 mm) to a diameter of 34 inches (about 864
mm) or less so that it may suitably be used as the VAR electrode on available
VAR equipment.

To this point, the ESR ingot will have been subjected to the
post-ESR heat treatment. It also has assumed, either as cast on the ESR
apparatus or after mechanical working, a suitable diameter for use as the
VAR electrode. The ESR ingot may then be conditioned and cropped to
adjust its shape to that suitable for use as a VAR electrode, as is known in the
art. The VAR electrode is subsequently vacuum arc remelted at a rate of 8 to
11 lbs/minute (3.63 to 5 kg/minute) in a manner known to those of ordinary
skill in the art to provide a VAR ingot of the desired diameter. The VAR melt
rate is preferably 9 to 10.25 Ibs/minute (4.09 to 4.66 kg/minj, and is even

more preferably 9.25 to 10.2 Ibs/minute (4.20 to 4.63 kg/minute). The

19



WO 02/072897 PCT/US02/05510

10

15

20

inventors have determined that the VAR melt rate is critical to achieving
premium quality VAR ingots of Alloy 718 material.

The cast VAR ingot may be further processed, if desired. For
example, the VAR ingot may be homogenized and overaged using techniques
conventional in the production of commercially available larger diameter nickel
base superalloy VAR ingots.

Nickel base superalloy ingots produced by the method of the
present invention may be fabricated into articles of manufacture> by known
manufacturing techniques. Such articles would naturally include certain
rotating components adapted for use in aeronautical and land-based power
generation turbines.

Examples of the method of the present invention follow.

Example 1

Figure 1 is a diagram generally depicting an embodiment of the
method of the present invention adapted for producing premium quality ingots
of Alloy 718 with diameters greater than 30 inches. It will be apparent that the
embodiment of the present method shown in Figure 1 is, in general, a triple-
melt process including steps of VIM, ESR, and VAR. As indicated in Figure 1,
a heat of Alloy 718 was prepared by VIM and cast to a 36-inch diameter VIM
electrode suitable for use as an ESR electrode in a subsequent step. The
VIM ingot was allowed to remain in the casting mold for 6 to 8 hours after

casting. The ingot was then stripped from the mold and transferred hot to a
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furnace, where it was annealed and overaged at 1550°F (843°F) for 18 hours
minimum.

After the anneal/overage step, the ingot surface was ground to
remove scale. The ingot was then transferred hot to an ESR apparatus,
where it was used as the ESR consumable electrode and was electroslag
remelted to form a 40-inch ESR ingot. As is well known, an ESR apparatus
includes an electric power supply that is in electrical contact with the
consumable electrode. The electrode is in contact with a slag disposed in a
water-cooled vessel, typically constructed of copper. The electric power
supply, which is typically AC, provides a high amperage, low voltage current
to a circuit that includes the electrode, the slag, and the vessel. As current
passes through the circuit, electrical resistance heating of the slag increases
its temperature to a level sufficient to melt the end of the electrode in contact
with the slag. As the electrode begins to melt, droplets of molten material
form, and an electrode feed mechanism advances the electrode into the slag
to provide the desired melt rate. The molten material droplets pass through
the heated slag, which removes oxide inclusions and other impurities.
Determining the proper melt rate is crucial to provide an ingot that is
substantially homogenous and free of voids, and that has a reasonably good
quality surface. Here, the inventors determined through experimentation that
a melt rate of 14 Ibs/min. provided a suitably homogenous and defect-free

ESR ingot.
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After the 40-inch ESR ingot was cast, it was allowed to cool
within the mold for 2 hours and then subjected to the following post-ESR heat
treatment. The heat treatment prevented thermal cracking in the ingot in
subsequent processing. The ESR ingot was removed from the mold and hot
transferred to a heating furnace where it was maintained at about 900°F
(482°C) for 20 hours. Furnace temperature was then increased by about
25°F/hour (13.9°C/hour) to about 1400°F (760°C). Furnace temperature was
then further increased at a rate of about 50°F/hour (27.8°C/hour) to about
2175°F (1191°C), and the ingot was held at 2175°F (1191°C) for at least 32
hours. The ingot was then cooled by reducing furnace temperature about
100°F/hour (55.6°C/hour) to about 1600°F (871°C). That temperature was
maintained for at least 18 hours. The ingot was then further cooled by
reducing the furnace temperature about 75°F/hour (41.7°C/hour) to about
1150°F, and the temperature was held there for about 7 hours. The ingot was
removed from the furnace and allowed to air cool.

The 40-inch diameter of>the ESR ingot was too large to be vacuum
arc remelted using the available VAR apparatus. Therefore, the ingot was
press forged to a 32-inch diameter suitable for use on the VAR apparatus.
Before forging, the ingot was heated in a furnace to a suitable press forging
temperature by a heating sequence developed by the present inventors to
prevent thermal cracking. The ingot was first heated at 500°F (260°C) for 2

hours. Furnace temperature was then ramped up at 20°F/hour (11.1°C/hour)
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to 800°F (427°C), increased by 30°F/hour (16.7°C/hour) to 1200°F (649°C),
and then further increased by 40°F/hour (22.2°C/hour) to 2025°F (1107°C),
where it was maintained for about 8 hours. The ingot was then press forged
to a 32-inch diameter, reheating to forging temperature as needed. The 32-
inch VAR electrode was maintained at about 1600°F (871°C) for a minimum
of 20 hours and then conditioned and bandsaw cropped to flatten its ends.

The inventors have discovered that only a narrow and specific VAR
melting range will produce a substantially‘ segregation-free VAR ingot, and
that VAR control is especially critical during start-up to avoid
macrosegregation. The 32-inch VAR electrode was vacuum arc remelted to a
36-inch VAR ingot at a melt rate of about 9.75 Ibs/min., which must be
controlled within a narrow window. The VAR ingot was then homogenized
using a standard furnace homogenization heating cycle, and was then
overaged at 1600°F (871°C) for 20 hours minimum.

The weight of the 36-inch VAR ingot was significantly in excess of
the 21,500 Ib (9772 kg) weight of commercially available 28-inch diameter
Alloy 718 ingots. Product from the 36-inch ingot was ultrasonically and macro
slice inspected, and was found to be free of freckles, and was substantially
free of cracks, voids, negative segregation, and other positive segregation.
The ESR ingot was considered to be premium quality énd suitable for
fabrication into parts used in critical applications, sucﬁ as rotating parts for

land-based and aeronautical power generation turbines.
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Example 2

In the above example, the ESR ingot had a diameter in excess of
that which could be used on the available VAR apparatus, which
accommodated a VAR electrode of up to about 34 inches ((863 mm). This
necessitated that the diameter of the ESR ingot be adjusted by mechanical
working. This, in turn, required that the inventors develop a suitable ESR
ingot heating sequence to heat the ESR ingot to forging temperature while
preventing the occurrence of thermal cracking during forging. If the diameter
of the ESR ingot were to more closely approximate the maximum diameter
usable on the available VAR apparatus, then the ESR ingot would be less
prone to thermal cracking. Press forging or other mechanical working of the
ESR ingot may be wholly unnecessary if the size of the ESR ingot were
suitable for use directly on the available VAR apparatus. In such case, the
ESR ingot could be delivered to the VAR apparatus immediately after the
post-ESR heat treatment steps.

Figure 2 is a diagram generally depicting a prophetic embodiment
of a triple-melt process according to the present invention wherein the ESR
apparatus may be used to cast a 36-inch ESR ingot. Because the ESR ingot
has a diameter that is less than the 40-inch diameter of the ESR ingot cast in
Example 1, there would be less risk of ingot cracking or other working-induced
imperfections. [n addition, the reduced diameter and greater length of the
ESR ingot would reduce the likelihood that the ESR ingot would crack or

suffer from significant segregation once cast.
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As indicated in Figure 2, the VIM electrode is cast to a 33-inch
diameter ingot. The VIM ingot is then hot transferred and may be annealed
and overaged as described in Example 1. In particular, the VIM ingot is
allowed to remain in the casting mold for 6 to 8 hours before being stripped
and loaded into the heat-treating furnace. It is believed that the hold time in
the casting mold could be reduced for smaller diameter VIM ingots. The 33~
inch VIM ingot is then electroslag remelted by the process generalh'/ described
in Example 1. The ingot is then hot transferred and subjected to a post-ESR
heat treatment as described above in Example 1. Subsequent to the post-
ESR heat treatment, the ESR ingot is ramped up to forging temperature and
press forged to 32-inch diameter as generally described in Example 1. The
32-inch forging is overaged and then vacuum arc remelted to a 36-inch VAR
ingot as generally described in Example 1. The VAR ingot may then be
homogenized by standard homogenization treatments, or may be suitably
processed in other ways. It is believed that a premium quality Alloy 718 VAR
ingot, comparable to the ingot produced by the method of Example 1, would

result.

Example 3

Figure 3 is a diagram an alternative prophetic embodiment of a
triple-melt process within the present invention wherein the 30-inch diameter
of the as-cast ESR ingot is directly suitable for use with the ESR apparatus. A

30-inch VIM electrode is electroslag remelted to a 33-inch ESR ingot. The
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ESR inQot is hot transferred and heat treated as described in Example 1, and
is then vacuum arc remelted, without reduction in diameter, to a 36-inch
diameter VAR ingot. The VAR ingot may then be homogenized and further
processed as described in Example 1. The process depicted in Figure 3
differs from that of Figure 1 only in that the diameters of the VIM electrode
and ESR ingot differ from those of Example 1, and no press forging operation
or ramped heat-up to forging temperature are needed. A premium quality 36-

inch diameter Alloy 718 ingot would result.

Example 4

Several VAR ingots of Allvac 718 material having diameters
greater than 30 inches were prepared by the method of the present invention
and inspected. Parameters of the several runs are set forth in the following
chart. In several of the runs, various VAR melt rates were evaluated to

determine the effects on quality of the resulting VAR ingot.

26



PCT/US02/05510

WO 02/072897

0092 Ay

‘Ul sinoy / 104 pjoy
pue (0,129) 4,051 1
O} (NOY/0.9" L)
Inoy/4.G/

26104 pue sInoYy 669
104 pjoy (D201 1)

‘ab10} pue sinoy
6404 PIoY (00201 L)

*ob.oj pue sunoy
9403 ploy (201 1)

Je umop dwiey ‘uiwl ‘jood 406202 0} 1emo] 40G20¢ 0} JlomoT H0G20¢ 0} JamoT
sinoy g) 1oy pjoy | AV (Dol61L) 46212 (D161 1) HoGL1E (DolB11) He5212 (Do16LL) HoGLLT
pue (0.128) 4.0091 | &S0y $Z40i PIOH | e sinoy $Z 10} PIoH | 1B SInoY ¢ 0} pjoH | e sinoy g Joj) ploH
0} (IN0Y/D6G°GG) (Dol6LL) 45212 (Do16L1) 406212 (DolBL1) 406212 (Do16L1) 4o6212
Inou/4,001 18 0} (IN0Y/0.9 L) 0} (IN0Y/D.9’L+) 0} (INOY/De9’ L¥) 0} (4N0U/D.9" L)
umop soeuiny dwey Inouy/d.G. INoY/4.G/ Inou/4.6/ Inoy/4.G.
(DolBLL) 4oG2ET | PUB (D:668) 00591 | PUB (0.668) 40591 | PUB (0.668) 4.059L | Pue (D.668) 4.0591
Je sinoy gg Joy ploH 0} (Inoy/D./"22) 0} (INoY/Dol'22) 0} (INoU/De//2) 0} (1noY/D.."22)
(DolBiL) doG212 Inoy/4.0G ANoY/4,0G Inoy/4.05 Inou/4.05
0} (IN0W/DoL'L2) | Uy} {(Dob0L) 4.00€L | USU} “(Dot02) Ho00EL | USUI ‘(Dot02) Ho00€L | UBUY ‘(Dob0L) 0001
Inoy/4,09 0} (Anoy/D.8'¢l) 0} (INoY/0.8°¢L) 0} (INoY/D.9°EL) 0} (INOY/D.8°E L)
ueyl ‘(0.09.) 4.00¥1 Inoy/d4.62 Inou/4.62 INoy/d.6Z 18 INoYy/4.62
0] (AnouUyD.8'cL) 1e dn dwey "sinoy 1e dn dwey ‘sinoy dn dwey "sinoy g} 1e dn dwey "sinoy
anoy/d.gzle dn | .10} (D0129) Ho05LL | #4101 (D6129) 45061 1L 10§ (Do129) Ho0GLL | £ 404 (D6129) 4o05L L
dwey ‘sinoy g'zy ‘sinoy ‘sinoy ‘sInoy ‘SONUIW Zg Sinoy juswieal]
10} (D628%) 4.006 | €€ 10} (Do28%) 4.006 | 1T 410} (D28%) 4006 | 8T 10} (0028%) 40006 | €€ 10} (Do28b) 4,006 | 1e0H ¥ST 1s0d
Je)pwelq
seyoul OF seyjoul Of seyaul O sayoul O sayaul O jobu| ¥s3
(xoq (xoq (euwn
joy 03 diys 0} sejnuiw | 10y 01 diis 0] senuIw Jojsuel) [B]0) SaInuis awi|
0€ +) sinoy g 0g +) sinoy g sinoy g sinoyg ( 0g4noy L) smoygi 1009 ajqioni)

sjnulwysq 1

sluwysq) ¥

snuiwysql 1

|nuiw/sqi 1

sjnuiwysqi ¢

S1eY HeIN Jsd

2011 + 02-0-02-409 | %OlL + 02-0-02-409 | “O0IL + 02-0-02-409 | ZOIL+ 02-0-02-J409 | 2OlL + 02-0-02-409 X1
sinoy 62 sinoy ¥ | Senulw GG SINoY G | Sajnujw g SIN0Y 9| | SanuUIW g Sinoy ¢ abeianQ

10} (DoEP8) 4.0851 10} (Do£¥8) 4.0551 10} (DcE¥8) H4.0G651 10} (DoE18) 40551 10} (DoEP8) H.0651 /lesuuy WIA
lelowelq

9¢

©6¢. 1e9H

9¢

©1£9 JesH

9¢

9EEeS 1edH

9¢

902 JesH

9¢

9512 1eSH

B9poJjos(q NIA

27



PCT/US02/05510

WO 02/072897

‘paddelos
j0bu)] ‘soeuIn) JE8YBI

‘suojjesijdde

Ayjenb wniweaid

Jo} sjgeydanoe

~ SUORIPUOD J)e)s
Apea)s Jspun pajsw

‘suonjeoydde

Ayjenb wnweaid

loj a|ge)dasoe
SUOI}IPUOY 9)elS
Apesjs Japun pajjaw

‘suoneoydde
Aenb wnjwead
J1o§ sjgejdeooe
suolpuod

ajels Apes)s Jepun
pajjeul jelsiel

‘puUNoy $8Yoal OU INg

eale dn ues YA
Ul punoy suogpeoIpul
olUOSEIN OM ]| Sel

HVA Joye jobul woJj [eAowal uo [eLd)elp "suoneolpu) Jeud)epy “suonesipul | yew jssybiy 1e punoy
a1} Joelo ‘punog payoelo jobul H¥s3 oluosenn oN oluoseln oN uonebalbas aagsod sjuswiwon
SO s|qeolidde JoN SBA SOA SOA az|usbowoH
. Wb
spunod 0gg'/¢ spunod 1/°0¢ spunocd 0682 spunod 6Gg'/2 Melpuwelq
sayoul 9g s|qeoljdde JoN sayoul gg sayoul 9¢ seyoul g j0BU} YVA
SNuIW/Sq| G/°6 pue |JnuILYsq| §'6 |jnuIy/sq| 0'e pue
Gl'6 slqeolidde JoN | 'GZ’6 ‘Z°0l ‘poeMl € pue g0} :poleIZ | ‘G0l ‘GL'6 -pelel} € a1eyY e
|002
1002 Jie pue sinoy 0z 0092 Jie pue sinoy 6z lle pue sinoy G’z | 1009 Jie pue sinoy g
10} (Do1/8) 4.0091 e|qeolidde JoN 104 (D01.28) 40091 10} (Do128) 4-0091 10} (D01.28) 4.0091 abelenQ
19jawelq
seyoui zg a|qeoydde JoN soyoul 91/GL-Lg sayoul 91/GL-1¢ sayou 91/G1-1€ yoeqehio
‘papssu
se Bupesya: ‘ssaud
pue (D.L011) 4.6202
Je sinoy 9| pioH
(00201 1) 405202
0} Inouy/d.0¥ Je dwels ab10y pue (0,201 1)
“(D.6%9) 4,002} 406202 e pIoH
01 (INoY/9.2°91) (002011 405202
Inoy/4.0¢ 1e 0} (N0Y/D0."22)
dwes (9.22%) 4,008 anoy/4,0G e dwey
0} (INoW/Ds)°L L) (D:¥02) 4:00€L
noy/,0z 0} (4noy/D.8°€l)
1e dwel ‘sinoy Inoy/4,.6Z Ye dwes suopelado suonelado suoneledo
G'¢ 10} (0,092) ‘sinoy g 10} (D.092) BAl} Ul SaYoU| 98ly} Ul sayoul @aiu) ur seyoul

40006 1e 1eaysy

D62. 3edH

40006 & Jesysy

D1€9 1e2H

91/S1-L€ 0} ablo4

OEEG JesH

91/G1-1¢ 0} abiog

90¢Zv 1eSH

9L/G1-1€ o} ebiod

961¢ JesH

28



WO 02/072897 PCT/US02/05510

10

15

20

Evaluation of the VAR ingots was conducted on 10-inch diameter
billet produced by draw forging the VAR ingots, followed by GFM forging to final
diameter. The forged billets were peeled and polished to remove surface
irregularities after which they were ultrasonic inspected for internal cracks and
voids that are usually associated with areas of negative segregation. Transverse
slices cut from several locations along the length of the billets representing all
melt rates were then chemically etched to reveal areas of negative and positive
segregation. The absence of sonic indications and segregation defects was
sufficient to classify the matérial as being of premium quality.

It is to be understood that the present description illustrates those
aspects of the invention relevant to a clear understanding of the invention.
Certain aspects of the invention that would be apparent to those of ordinary skill
in the art and that, therefore, would not facilitate a better understanding of the
invention have not been presented in order to simplify the present description.
Although the present invention has been described in connection with certain
embodiments, those of ordinary skill in the art will, upon considering the
foregoing description, recognize that many modifications and variations of the
invention may be employed. All such variations and modifications of the
invention are intended to be covered by the foregoing description and the

following claims.

29



WO 02/072897 PCT/US02/05510

CLAIMS

We claim:
1. A method of producing a nickel base superalloy that is substantially free of
positive and negative segregation, the method comprising:

casting an alloy that is a nickel base superalloy within a casting mold;

annealing and overaging the alloy by heating the alloy at at least 1200°F
(649°C) for at least 10 hours;

electroslag remelting the alloy at a melt rate of at least 8 Ibs/min. (3.63
kg/min.);

transferring the alloy to a heating furnace within 4 hours of complete
solidification;

holding the alloy within the heating furnace at a first temperature of 600°F
(316°C) to 1800°F (982°C) for at least 10 hours;

increasing the furnace temperature from the first temperature to a second
temperature of at least 2125°F (1163°C) in a manner to inhibit thermal stresses
within the alloy;

holding at the second temperature for at least 10 hours;

vacuum arc remelting a VAR electrode of the alloy at a melt rate of 8 to 11

Ibs/minute (3.63 to 5 kg/minute) to provide a VAR ingot.

2. The method of claim 1, wherein the VAR ingot has a diameter greater than

30 inches (762 mm).
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3. The method of claim 1, wherein the VAR ingot has a diameter of at least 36

inches (914 mm).

4. The method of claim 1, wherein the weight of the VAR ingot is greater than
21,500 Ibs (9772 kg).

5. The method of claim 1, wherein the nickel base alloy is one of Alloy 718 and

Alloy 706.

6. The method of claim 1, wherein the nickel base alloy comprises

about 50.0 to about 55.0 weight percent nickel;

about 17 to about 21.0 weight percent chromium;

0 up to about 0.08 weight percent carbon;

0 up to about 0.35 weight percent manganese;

0 up to about 0.35 weight percent silicon;

about 2.8 up to about 3.3 weight percent molybdenum;

at least one of niobium and tantalum wherein the sum of

niobium and tantalum is about 4.75 up to about 5.5 weight percent;

about 0.65 up to about 1.15 weight percent titanium;
about 0.20 up to about 0.8 weight percent aluminum;

0 up to about 0.006 weight percent boron; and

iron and incidental impurities.
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7. The method of claim 1, wherein the nickel base alloy is consists essentially
of:

about 54.0 weight percent nickel;

about 0.5 weight percent aluminum;

about 0.01 weight percent carbon:;

about 5.0 weight percent niobium;

about 18.0 weight percent chromium:

about 3.0 weight percent molybdenum;

about 0.9 weight percent titanium; and

iron and incidental impurities.
8.  The method of claim 1, wherein casting the nickel base alloy comprises
melting and optionally refining the alloy by at least one of vacuum induction

melting, argon oxygen decarburization, and vacuum oxygen decarburization.

9. The method of claim 1, wherein annealing and overaging the alloy comprises

heating the alloy at at least 1200°F (649°C) for at least 18 hours.

10. The method of claim 1, wherein annealing and overaging the alloy

comprises heating the alloy at at least 1550°F (843°C) for at least 10 hours.

11.  The method of claim 1, wherein electroslag remelting the alloy comprises

electroslag remelting at a melt rate of at least 10 Ibs/minute (4.54 kg/minute).
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12. The method of claim 1, wherein holding the alloy within the heating furnace
comprises holding the alloy at a furnace temperature of at least 600°F (316°C) up

to 1800°F (982°C) for at least 20 hours.

13. The method of claim 1, wherein holding the alloy within the heating
furnace comprises holding the alloy at a furnace temperature of at least 900°F

(482°C) up to 1800°F (982°C) for at least 10 hours.

14.  The method of claim 1, wherein increasing the furnace temperature
comprises increasing the furnace temperature from the first temperature to the
second temperature in a multi-stage manner comprising:
increasing the furnace temperature from the first temperature by no
greater than 100°F/hour (55.6°C/hour) to an intermediate temperature; and
further increasing the furnace temperature by no greater than 200°F/hour

(111°C/hour) from the intermediate temperature to the second temperature.

15.  The method of claim 14, wherein the first temperature is less than 1000°F

(683°C) and the intermediate temperature is at least 1000°F (583°C).

16. The method of claim 1, wherein the first temperature is less than 1400°F

(760°C) and the intermediate temperature is at least 1400°F (760°C).
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17. The method of claim 1, wherein the second temperature is at least 2175°F

(1191°C),

18.  The method of claim 1, wherein the alloy is held at the second temperature

for at least 24 hours.

19. The method of claim 1, wherein electroslag remelting the alloy provides an
ESR ingot having a diameter that is greater than a desired diameter of the VAR
electrode, the method further comprising, subsequent to holding at the second
temperature:

mechanically working the ESR ingot to alter dimensions of the ingot and to

provide a VAR electrode with the desired diameter.

20. The method of claim 14, further comprising, subsequent to holding the alloy
at the second temperature and prior to mechanically working the ESR ingot:
cooling the alloy to a mechanical working temperature at a cooling rate not

greater than 200°F/hour (111°C/hour).

21.  The method of claim 1, further comprising, subsequent to holding the alloy

at the second temperature and prior to vacuum arc remelting the VAR electrode:
cooling the alloy from the second temperature to room temperature by a

cooling process comprising reducing the furnace temperature at a rate not

greater than 200°F/hour (111°C/hour) from the second temperature to a first
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intermediate temperature not greater than 1750°F (982°C), and holding at the

first intermediate temperature for at least 10 hours.

22.  The method of claim 21, wherein cooling the alloy further comprises:
reducing the furnace temperature at a rate nor greater than 150°F/hour

(83.3°C/hour) from the first intermediate température to a second intermediate

temperature not greater than 1400°F (760°C), and holding at the second

intermediate temperature for at least 5 hours.

23. The method of claim 22, wherein subsequent to holding at the second

intermediate temperature, the alloy is cooled in air to about room temperature.

24. The method of claim 1, further comprising, subsequent to holding at the
second temperature and prior to mechanically working the ESR ingot:

cooling the alloy from the second temperature to about room temperature
in a manner that inhibits thermal stresses in the alloy; and

heating the alloy to a suitable mechanical working temperature in a manner

that inhibits thermal stresses in the alloy.

25. The method of claim 24, wherein heating the alloy to a suitable mechanical
working temperature comprises:
heating the alloy within a heating furnace at a furnace temperature of at

least 500°F (260°C) for at least 2 hours;
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increasing the furnace temperature by at least about 20°F/hour
(11.1°C/hour) to at least 800°F (427°C);
further increasing the furnace temperature at least about 30°F/hour
(16.7°C/hour) to at least 1200°F (649°C); and
further increasing the furnace temperature by at least about 40°F/hour
(22.2°C/hour) to a temperature of at least 2025°F (1107°C), and holding at the

temperature until the alloy achieves a substantially uniform temperature

throughout.

26. The method of claim 19, wherein the ESR ingot has a diameter of about 34
inches (864 mm) to about 40 inches (1016 mm) and the VAR electrode has a

smaller diameter no greater than about 34 inches (864 mm).

27. A method of producing a nickel base alloy that is substantially free of
positive and negative segregation, the method comprising:

casting a nickel base alloy in a casting mold, wherein the nickel base
superalloy is Alloy 718;

annealing and overaging the alloy by heating the alloy at at least 1550°F
(843°C) for at least 10 hours;

electroslag remelting the alloy at a melt rate of at least 10 Ibs/min. (4.54
kg/min.);

transferring the alloy to a heating furnace within 4 hours of complete

solidification after electroslag remelting;
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holding the alloy within the heating furnace at a first furnace temperature
of 900°F (482°C) to 1800°F (982°C) for at least 10 hours;

increasing the furnace temperature by no greater than 100°F/hour
(565.6°C/hour) to an intermediate furnace temperature; and

further increasing the furnace temperature by no greater than 200°F/hour
(111°C/hour) from the intermédiate furnace temperature to a second furnace
temperature of at least 2125°F (1163°C), and holding at the second temperature
for at least 10 hours; and

vacuum arc remelting a VAR electrode of the alloy at a melt rate of 9 to

10.25 Ibs/minute (4.09 to 4.66 kg/min) to provide a VAR ingot.

28. The method of claim 27, wherein the VAR ingot has a diameter greater than

30 inches (762 mm).

29. The method of claim 27, wherein the VAR ingot has a diameter of at least

36 inches (914 mm).

30. The method of claim 27, wherein the weight of the VAR ingot is greater than |
21,500 lbs (9772 kg).

31. The method of claim 27, wherein the nickel base alloy comprises:
about 50.0 to about 55.0 weight percent nickel;

about 17 to about 21.0 weight percent chromium;
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0 up to about 0.08 weight percent carbon;

0 up to about 0.35 weight perceht manganese;

0 up to about 0.35 weight percent silicon;

about 2.8 up to about 3.3 weight percent molybdenum;

at least one of niobium and tantalum wherein the sum of
niobium and tantalum is about 4.75 up to about 5.5 weight percent;

about 0.65 up to .about 1.15 weight percent titanium;

about 0.20 up to about 0.8 weight percent aluminum;

0 up to about 0.006 weight percent boron; and

iron and incidental impurities.

32.  The method of claim 27, wherein electroslag remelting the alloy provides
an ESR ingot having a diameter that is greater than a desired diameter of the
VAR electrode, the method further comprising:

cooling the alloy from the second temperature to a suitable mechanical
working temperature and then mechanically working the alloy to provide a VAR

elec’crode with the desired diameter.

33. The method of claim 27, wherein electroslag remelting the alloy provides
an ESR ingot having a diameter that is greater than a desired diameter of the
VAR electrode, the method further comprising:

cooling the alloy from the second temperature to about room temperature

in a manner that inhibits thermal stresses in the alloy;
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heating the alloy to a suitable mechanical working temperature in a manner
that inhibits thermal stresses in the alloy;

mechanically working the alloy to provide a VAR electrode with the desired

diameter.

34. AA VAR ingot of a nickel base alloy produced by the method of any of claims
1 and 27.

35. A VAR ingot of a nickel base alloy comprising:

about 50.0 to about 55.0 weight percent nickel;

about 17 to about 21.0 weight percent chromium;

0 up to about 0.08 weight percent carbon;

0 up to about 0.35 weight percent manganese;

0 up to about 0.35 weight percent silicon;

about 2.8 up to about 3.3 weight percent molybdenum;

at least one of niobium and tantalum wherein the sum of

niobium and tantalum is about 4.75 up to about 5.5 weight percent;

about 0.65 up to about 1.15 weight percent titanium;
about 0.20 up to about 0.8 weight percent aluminum;
0 up to about 0.006 weight percent boron; and

iron and incidental impurities,

wherein the ingot has a diameter greater than 30 inches.
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36. The VAR ingot of claim 35, wherein the ingot has a diameter greater than 36

inches.

37. The VAR ingot of claim 35, wherein the ingot weighs more than 21,500 Ibs.
(9772 kg).

38. The VAR ingot of claim 36, wherein the nickel base alloy is Alloy 718.

39. An ingot of a nickel base alloy cdmprising:

about 50.0 to about 55.0 weight percent nickel;

about 17 to about 21.0 weight percent chromium:;

0 up to about 0.08 weight percent carbon;

0 up to about 0.35 weight percent manganese;

0 up to about 0.35 weight percent silicon;

about 2.8 up to about 3.3 weight percent molybdenum;

at least one of niobium and tantalum wherein the sum of

niobium and tantalum is about 4.75 up to about 5.5 weight percent;

about 0.65 up to about 1.15 weight percent titanium;
about 0.20 up to about 0.8 weight percent aluminum;

0 up to about 0.006 weight percent boron; and

iron and incidental impurities;
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wherein the ingot has a diameter greater than 30 inches and is substantially free
of negative segregation and is free of freckles and substantially free of other

positive segregation.

40. The ingot of claim 39, wherein the ingot has a diameter of at least 36

inches.

41.  The ingot of claim 39, wherein the ingot weighs more than 21,500 Ibs.
(9772 kg).

42.  The ingot of claim 39, wherein the nickel base alloy is Alloy 718.

43. An article of manufacture fabricated from the ingot of claim 39.

44. The article of manufacture of claim 43, wherein the article of manufacture is

a rotating component for one of an aeronautical turbine and a land-based turbine.
45. A method of providing an article of manufacture, the method comprising:
providing an ingot as recited in any of claims 35 and 39:

fabricating the article of manufacture from the ingot.

46. The method of claim 45, wherein the article of manufacture is a rotating

component for one of an aeronautical turbine and a land-based turbine.
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