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I. PROJECT SUMMARY.

This effort sought to exploit advanced single crystal tungsten-tantalum alloy
material for fabrication of a high strength, high temperature arcject anode. The use of this
material is expected to result in improved strength, temperature resistance and lifetime
compared to state of the art polycrystalline alloys.

In addition, the use of high electrical and thermal conductivity carbon-carbon
composites was considered, and is believed to be a feasible approach. Highly conductive
carbon-carbon composite anode capability represents enabling technology for rotating-arc
designs derived from the Russian Scientific Research Institute of Thermal Processes
(NIITP) because of high heat fluxes at the anode surface. However, for US designs the
anode heat flux is much smaller, and thus the benefits are not as great as in the case of
NIITP-derived designs. Still, it does appear that the tensile properities of carbon-carbon
can be even better than those of single crystal tungsten alloys, especially when nearly-
single-crystal fibers such as Vapor Grown Carbon Fiber (VGCF) are used. Composites
fabricated from such materials must be coated with a refractory carbide coating in order to
ensure compatibility with high temperature hydrogen.

Fabrication of tungsten alloy single crystals in the sizes required for fabrication of
an arcjet anode has been shown to be feasible. Test data indicate that the material can be
expected to be at least the equal of W-Re-HfC polycrystalline alloy in terms of its tensile
properties, and possibly superior.

We are also informed by our colleagues at Scientific Production Association Luch
(NPO Luch) that it is possible to use Russian technology to fabricate polycrystalline W-
Re-HfC or other high strength alloys if desired. This is important because existing engines
must rely on previously accumulated stocks of these materials, and a fabrication capability
for future requirements is not assured.



II. INTRODUCTION AND OVERVIEW

Perspectives from the Scientific Research Institute of Thermal Processes (NIITP)
indicate that arcjet thrusters are of special interest among electric propulsion engines
because they are perceived to be a credible near-term method to achieve high specific
impulse propulsion systems. NIITP perspectives are summarized in reference 1 and are
updated here.

Having smaller specific impulse (I5;) than electromagnetic and ion thrusters, arcjets
provide a rather high absolute thrust level. For this reason arcjet thrusters are particularly
attractive for solving a number of space technology problems, especially for such
applications as orbit transfer of spacecraft having electric power sources.

Among their deficiencies are limited specific impulse, which is mainly due to the
thermodynamic nonequilibrium nozzle exhaust and thruster limited lifetime related to
electrode erosion and distortion in the arc discharge region.

The majority of efforts on advanced arcjets are focused on thrusters of low to
moderate power (less than 80 kW). Although the arcjet itself scales favorably to even
higher power levels, this is perceived to be not necessary in view of the status of power
supply technology. Even with the advent of thermionic nuclear power systems, it is likely
that most satellites will be limited to several kilowatts, at least for the next several years.
This is adequate for applications such as drag makeup, attitude correction and
maneuvering.

Accordingly, it is reasonable to assume that few-kilowatt or lower arcjets based on
working fluids such as hydrazine or ammonia, are likely to represent the state of the art for
the near term.

Future development efforts may emphasize higher performance working fluids
such as liquid hydrogen. For the very far term, it is possible to consider megawatt-level
electric propulsion devices. Such devices can be tested experimentally, though spacecraft
power supply technology limitations prevent their utilization in space at present.

At any rate, as the thruster size is scaled to several megawatts, a reduction of
losses relating to nonequilibrium nozzle flow may be expected, as compared to the
previously mentioned low power thrusters. Calculated loss reductions can be observed in
Figure 2.1. For example, scaling from 30-50 kW to the 5-7 MW level (nozzle length 0.5
m) causes the specific impulse to be augmented by about 160 s, making it possible to
obtain 1900 s I, at the thruster chamber temperature of 6000 K.

Calculations have been made for a thruster chamber temperature of 6000 K and for
a thermodynamic equilibrium state at this temperature. One dimensional nozzle reacting
gas flow has been calculated. Most of the chemical reaction rate constants for dissociation
and recombination were taken from the work of Kondratiev.* The method of rigid
systems of ordinary differential equations offered by Gir has been used, implemented in the
program developed at the Institute of Applied Mechanics.*

For the problems of interest, thruster specific impulse nears an asymptotic limit
when the nozzle outlet to nozzle throat area ratio is more than 500 to 600, for a nozzle
length of about 0.5 m. An additional nozzle length increase up to 1.5 m provides further
specific impulse augmentation of about 70 s. The same gain can be obtained without
nozzle length extension but by changing the nozzle profile so as to provide the initial



supersonic nozzle part with a more smooth profile with smaller temperature and pressure
gradients. Potential gains in I, are shown in Figure 2.1. The results show that a nozzle
contour should be specially profiled to provide hydrogen or other propellant
recombination reactions.
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Figure 2.1. Hydrogen Thruster Specific Impulse Versus Nozzle Area Ratio for Various
Arcjet Configurations.

The increase of the arcjet thruster chamber temperature results, naturally, in a
specific impulse increase (see Figure 2.2). However, the efficiency of conversion of gas
enthalpy in the thruster chamber into kinetic energy (thrust efficiency n) is significantly
decreased, reaching a value of 0.56 at a chamber temperature of 6000 K (n is the ratio of
the nozzle outlet kinetic energy to total gas enthalpy in the thruster chamber).
Eschenroeder showed that some thruster specific impulse increase could be achieved with
1% carbon addition to hydrogen at the chamber temperature of 4500 K and at some
(purposely increased) values of reaction rate constants.* During a discussion of this work
Eugden suggested that probably the reaction

NO +H+M — HNO + M
HNO +H — H, +NO

could have a strong catalytic effect.



Preliminary calculations for a chamber temperature of 6000 K, pressure 1 Mpa
with 1% N and 1% O, addition to hydrogen did not give the expected result. The
reactions system and speed constant values used in these calculations were taken from
Sheshadr ¢
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Figure 2.2.a Calculated Specific Impulse as a Function of Effective Chamber Temperature
for a Nozzle Area Ratio Between 500 and 600; P = 1 MPa.
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Figure 2.2.b Calculated Efficiency as a Function of Effective Chamber Temperature for a
Nozzle Area Ratio Between 500 and 600; P = 1 MPa.

The effect of hydrogen recombination via reactions such as H+ H+ H—> H, + M
rate constant should be considered in additional detail. As it has been already mentioned,
the value of the reaction rate constants were taken from the work of Kondratiev were
used to evaluate the case when the third particle was atomic hydrogen (H).* Similar
results were obtained when using the reaction rate constant of Bashkin.’

However, for the case in which the third particle is assumed to be molecular
hydrogen, the hydrogen recombination rate constants lead to much smaller specific
impulse valises: 1700 instead of 1900 seconds (for T amber = 6000 K). This once again
emphasizes the degree of theoretical analysis reliability and the importance of its
experimental verification.

Other propellants instead of hydrogen are likewise of interest. In particular
ammonia and helium have some good performance qualities. The results of calculations
showed (see Figure 2.3) that when employing these gases 800-900 s specific impulse
could be expected as the thruster chamber temperature T = 6000 K.
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Figure 2.3.c Thruster Specific Impulse Versus Nozzle Area Ratio for Helium.

Electrode Lifetime Issues

As far as electrodes lifetime is concerned, a great deal experience has been gained
while working with arcjet plasmatrons, since the working process of discharge chambers
of which has much in common with those of arcjet thrusters. In this regard, arcjet
plasmatrons have successfully demonstrated satisfactory performance while generating
high temperature flows of hydrogen and other propellants.

Pustogarov reported the results of experimental investigations on performance of a
coaxial plasmatron with a butt-end cathode fabricated from W-La.® The cathode diameter
was 7-100 mm, the anode diameter was 20-74 mm. The magnetic field solenoid induction
changed within 0.06 to 0.1 T.

The plasmatron thermocathode lifetime investigation results are given in Table 2.1.

Table 2.1. Plasmatron Cathode Lifetime Results.

Current I Pressure P Cathode dia.,d_, | Run time, t, Cathode
kA bar cm min erosion G, g/K
0.2 4 1.0 4 42x 10
0.3 4 1.0 4 3.8 x 10%
0.5 4 0.1 4 1.0x 10
0.7 4 0.1 4 1.1x 105
0.95 4 0.1 4 6.2 x 104
0.35 1 1.0 4 1.7 x 10”7
0.35 4 1.0 4 3.8x 106
0.35 7 1.0 4 1.9x 103
0.35 13 1.0 4 40x 103




The total current distribution among several electrodes was used to increase the
thermocathode lifetime. The results of plasmatron experimental investigations are
available, where the thermocathode consists of eight electrodes fabricated from W-La
alloy.

The plasmatron incorporates an additional stage where the propellant is heated.
This propellant is intended to be used for preheating the thermocathode electrodes of the
primary stage before its switch-on.

Thermocathode preheating up to the temperature corresponding to thermionic
emission provides the uniform total discharge current distribution among several
electrodes (cathodes) with arc diffusion localization. It delays the onset of erosion of the
electrodes and decreases the cathode erosion rate significantly.

The plasmatron was tested using helium as propellant. The erosion of eight
electrode thermocathodes was determined experimentally as G = 2 x 10-8 g/K.

Induced Magnetic Fields as a Means of Decreasing Erosion

Efforts at NIITP have shown that electrode erosion can be substantially decreased
by applying an induced magnetic field® This results in a high volt-ampere ratio for the
discharge (i.e., the effective plasma resistance is lowered) and hence increases the relative
power input to the propellant flow. This in turn makes it possible to obtain high rotation
speeds of discharge near the electrode zones and to increase significantly the electrode
lifetime due to the rotational zones displacement.

NIITP tests reportedly have shown that erosion could be decreased up to 107 g/K,
and the cathode lifetime could be brought up to 10,000-20,000 hours, which finally
indicates the feasibility of creating a new generation of electric thrusters.

In this case, anode lifetime is more of an issue than the cathode lifetime. Of
particular importance is minimizing the thermal spiking which occurs as the arc rotates
along the surface of the anode.
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Figure 2.4. Conceptual Illustration of Thermal Cycling Experienced on a Spot on an
Arcjet Anode Subjected to a Rotating Arc.



The differential equation describing time variant heat conduction is

&% 16T
ox: o &

where T is the temperature (K), x is the spatial coordinate (cm), and thermal diffusivity o
is given by

where in turn k is the thermal conductivity (W/cmK), p is the density (g/cm3), and c is the
specific heat (J/gK).

Solutions to the time-dependent thermal conduction equation can be obtained
using straightforward numerical modeling techniques. The boundary conditions which
need to be applied will modeling the heating of the anode via electron bombardment,
radiative and convective heat transfer between the anode wall and gas; and so on.

However, it is not necessary to completely solve this equation. The general
character of the cooling of the anode will be an exponential function of thermal diffusivity:

T = AexplB*) 3
where A and B are determined by the boundary conditions. The key observation is that
the cooling of the anode will be controlled by the thermal diffusivity, the higher the
thermal diffusivity, the cooler the anode and the higher the heat flux which can be
accommodated.

For this reason, efforts at NIITP have concentrated on copper anodes for this
purpose, even though the copper melting point is only 1356 K. At 1000 K, the thermal
conductivity of copper is 3.48 W/cmK, density 8.9 g/cm3, and heat capacity of 0.38 J/gK.

Thus the thermal diffusivity of hot copper is equal to 1.03 cm?/sec.

For carbon/carbon composites, the heat capacity is 0.709 W/mK, thermal
conductivity of 8 W/cmK and density 2.0 G/cm3, leading to a thermal diffusivity of 5.6
cm?/sec. This is high enough to solve the thermal spiking problem. Moreover, carbon-
carbon remains strong at high temperature. The limiting factor will be the effectiveness of
refractory carbide coatings in protecting the anode from attack by hydrogen.

US Perspectives on NIITP Concept

In the US and in other western nations over the past ten years, excellent progress
has been made on improving cathode lifetime via improved thermal design of the cathode.
Lifetimes comparable to or even in excess of the NIITP claims appear to be within the
state of the art. Thus, the motivation for adopting a rotating arc design appears to be less
obvious, unless additional performance advantages can be indicated. Thus far, the US



community has not been made aware of performance advantages using this approach
which can not be obtained through an alternate, less radical approach.

For this reason, emphasis in this effort was shifted towards the consideration of
refractory metals for arcjet electrode materials. Single crystal tungsten alloys may be
superior to polycrystalline alloys especially as far as the development of a long-lived anode

is concerned.
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III. REFRACTORY METALS FOR ARCJET ANODE APPLICATIONS

W-4Ta is one of the strongest materials in the world. CIS data shows that its creep
strength surpasses W-Re-Hf-C polycrystalline material which was selected for study in
several US efforts on high creep strength materials.

The advantages of single crystal refractory metal alloys can be observed from
Tables 3-1 and 3-2, and Figures 3.1 through 3.4. Material compatibility, resistance to
diffusion of carbon, and high creep resistance are the primary attractive properties of these
alloys for thermionic emitter claddings.

Molybdenum single crystal alloys also exhibit much more impressive tensile
properties at high temperatures than polycrystalline alloys. However, the molybdenum
series does not exhibit the same high temperature tensile strength and creep resistance as
the tungsten series.

Figure 2.2 illustrates the creep rate of several refractory metal materials at 1923 K.
It is worth pointing out that some tungsten alloys, notably W-Re-HfC exhibit excellent
mechanical properties, though W-4Ta is claimed to be slightly superior.

The results of accelerated creep testing are shown in Figure 2.3 for W-4Ta single
crystal alloy and several other high creep strength materials developed in the US. The
results show that W-4Ta offers superior characteristics to other materials.

Table 3-1 Some Properties of Molybdenum Single Crystal Alloys
Properties Temperature
293 K 1723 K 1923 K 2273 K

Thermal 120-160 90-105
Conductivity, W/mK

Electrical Resistivity, | 5-0-7.0 54-70
uQ cm

Ultimate Tensile 450-600 25-200 10-120
Strength, MPa

Steady-State Creep 1.6 x 10-4 1.6 x 10-3
@ 10 MPa, %/hr

Table 3-2 Some Properties of Tungsten Single Crystal Alloys
Properties Temperature
293 K 1723 K 1923 K 2273 K

Thermal 100-130 90-110
Conductivity, W/mK

Electrical Resistivity, | 5-0-8.5 54-70
uQ cm

Ultimate Tensile 1000-1500 50-200 15-150
Strength, MPa

Steady-State Creep <10-3
10 MPa, %/hr
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Figure 3.1 Creep Rate of Various Refractory Polycrystalline Alloys (PCA) and Single
Crystal Alloys (SCA).
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Figure 3.2. Strain vs Time at 1923 K for Various Materials

Figure 3.3 shows the 106 strain per second creep strength of several creep
resistant materials.
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Joining of single crystal refractory metal components is a complex process.
Normal welding techniques can not be used without destroying the single crystal aspect of
the metal. Zone refining can be used to make virtually undetectable joints between two
pieces of the same material. However, it is extremely important to align the two pieces
perfectly, otherwise defects result.

For this purpose, x-ray diffraction photographs must be used to make a precise
alignment prior to zone refining.

We do not have access to protocols describing the procedures to be followed for
making joints in the materials using this technique; only assurances from Luch that it can
be done.

II.LA FABRICATION ISSUES FOR ARCJET ELECTRODES

Because of the success of the technology for high temperature, high stress
applications such as nuclear fuel element claddings, it makes sense to consider their use for
other high temperature applications such as arcjet electrodes.

The following observations may apply:



a. In the case of the cathode, the tip of the cathode must be kept at a very high
temperature in order to achieve high emission current. Under these conditions, the
melting point of the cathode is one of the key features, not necessarily the tensile
properties per se. Accordingly, the higher strength of these alloys may be irrelevant for
the cathode.

b. For the anode, thermal stresses are a serious problem, and the availability of
creep resistant materials is certainly important. Compared to pure tungsten, it is clear that
these materials are far superior in terms of strength and creep resistance. However, the
creep properties shown above indicate that the improvement over W-Re-HfC
polycrystalline alloy is only an incremental one.

c. Although Russian institutes have begun to publish data concerning the
properties of single crystal alloys, the material data base is still relatively skimpy. Efforts
at NASA LeRC and elsewhere are confirming and improving upon the data given to us by
Russian technologists, but more data must be accumulated to gain confidence in the
properties of these materials. We are led to believe that large amounts of data have been
accumulated by Russian specialists in support of the thermionic conversion programs, but
this must be regarded as hearsay until technical documentation is available. Of particular
weakness is data relevant to machining these materials; for example, fracture and shear
resistance along crystalline planes would be very helpful. Defect density and variation of
uniform crystal orientation would likewise be helpful in evaluating the quality of individual
ingots.

d. We are told the two strongest candidates for high temperature, low creep
applications are W-Ta and W-Nb. Of these two, W-Ta is said to be slightly superior.
However, both have additives which form hydrides in reducing atmospheres. Therefore,
hydrogen embrittlement and/or ablation must be considered as possible life-shortening
factors for arcjet electrodes, particularly in view of the high temperatures and thermal
cycling which are present.

e. We are also told that W-Ta is formed using a Czochralski technique; whereas
W-Nb is manufactured using zone refining. The W-Nb is apparently difficult to fabricate
in large specimens; i.e., as long as 10 cm. This statement again is something more than
hearsay, but something less than substantiated scientific fact in the absence of good solid
data.
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IV. CARBON COMPOSITES FOR ARCJET ELECTRODES

A new generation of carbon composites makes it possible to consider composite
anodes for arcjet engines. Because of the excellent high temperature tensile properties of
carbon-carbon which can now be combined with high electrical conductivity, it is possible
that these materials can be attractive for arcjet anodes providing that refractory carbide
coatings such as tantalum carbide, hafnium carbide or niobium carbide, can be shown to
have adequate resistance to attack from reducing atmospheres such as hydrazine or
hydrogen.

Moreover, for NIITP designs which attempt to obtain higher cathode lifetime via a
rotating arc, carbon-carbon composites are expected to support higher current densities at
with smaller thermal transients that the copper anodes now in use. In addition to the much
higher temperature capability of carbon-carbon, it also has a much higher thermal
diffusivity, and thus will minimize the effects of thermal cycling. It must be added,
however, that US experts currently do not accept NIITP claims for enhanced cathode
lifetime and performance through this design.

The key to an arcjet anode with high thermal diffusivity and low electrical
resistivity is the use of vapor grown carbon fiber (VGCF).

Of greatest current interest is the ultra high thermal conductivity of VGCF, which
exceeds that of any other carbon fiber. Thus VGCF reinforced carbon composites
(VGCF/C) are attractive for use in numerous high heat flux applications.

VGCEF is produced by the decomposition of hydrogen/methane gas mixtures in a
two step process. First is growth, which is accomplished via a catalyzed deposition
reaction. A hydrogen-methane mixture is decomposed at around 800 C, with the aid of a
iron or nickel-based catalyst. The catalyst, in the form of a small ball about 10 nm in
diameter, is believed to function as a nucleation point for carbon fiber growth. As carbon
atoms impinge upon the metal ball, it is presumed that they are very mobile. However, as
the carbon atoms begin to impinge upon each other, they bond securely in a graphitic
bond. Rather than forming a plane, however, the graphitic sheet wraps around itself to
form a cylindrical sheath, as depicted very schematically in Figure 4.1 (for the sake of
simplicity, only a few atoms are shown. Actually, the dimensions of the catalyst must be

on the order of 102 to 104 carbon atoms in order to promote the formation of a cylindrical
sheath).

Thus, the metal catalyst acts as a sieve for pyrolytic carbon atoms, with the result
being that carbon fibers are nucleated and grown from the catalyst particle. These fibers
can grow up to several cm long.

In the second stage, graphite fibers are fattened by elevating the temperature by

some 300 ©C and increasing the concentration of hydrocarbon gas. The result is that
additional layers of pyrolytic carbon are deposited. Thus, unlike virtually all other
graphite fibers, which have a radial geometry, VGCF fibers grow in an "onion skin"
geometry as depicted in Figure 4.2.
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Figure 4.1. Nucleation of Carbon Fiber by Metal Catalyst

There are several different versions of VGCF. One version is grown with the
catalyst particles imbedded in a solid substrate. The fibers thus grow attached to the
substrate. Depending on the orientation of the substrate surface versus gravity and the
flow direction of the precursor gasses, the fibers can be grown in a mat, or in a short
staple tow. This process is a batch process, although work is progressing on developing a
continuous fiber with similar characteristics.

Figure 4.2. Illustration of Fiber Geometry
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The purity of the carbon source and the mechanics of fiber growth result in a
highly graphitizable fiber with a unique lamellar morphology and physical properties
approaching those of single-crystal graphite. Single fiber properties of VGCF are
summarized in Table 4-1.

The property which has been shown to have the greatest short-term potential for
exploitation as an engineering material is the thermal conductivity. As shown in Table I,
single filaments of VGCF heat treated at 3000 C exhibit an extremely high thermal
conductivity approaching 3000 W/m-K at 150 K, and a room-temperature thermal
conductivity of 1950 W/m-K. ' VGCF has a unique microstructure, as shown in Fig. 1, in
which the graphitic basal planes have a high degree of preferred orientation and are nearly
parallel to the fiber axis. > > As a result, VGCF is more graphitizable than ex-PAN fibers
and pitch fibers, thus accounting for the excellent physical properties shown in Table 4-1.
Figure 4.4 compares the thermal conductivity, as well as electrical resistivity, of VGCF to
other carbon fibers and metals.
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Table 4-1. Physical and Mechanical Properties of Single-Fiber VGCF.

Thermal Conductivity

W/mK

10000

1000

100

10

Property As-Grown | After
Annealing
@ 2800 C
Length, cm 103-30| 10°3-30
Diameter, cm 1073 -30 10-3 - 30
Density (g/cm3) 1.8 2.0
Tensile Modulus (GPa/Mpsi)
lower bound 230/33 360/52
upper bound 400/58 600/87
Tensile Strength (GPa/Mpsi)
lower bound 2.2/0.31 3.0/0.43
upper bound 2.7/0.39 7.0/1.0
Ultimate Strain (%) 1.5 0.5
Electrical Resistivity (uQcm) 1000 60
Microohm in
3.937 39.37 393.7
‘}lO.PSGCF‘ K-1100
\
3 ~o P-120 .
E _Cn J ‘e p-100
P-120X ° P_ 75
b Brass Yo P-55 i
Bronze e T-50
Ti \. P-25
0.1 1 10 100

Electrical Resistivity, microohm-m

BTU/hr-fROF

577.8

57.78

5.778

Figure 4.4. Thermal Conductivity and Electrical Resistivity for Metals and Carbon Fiber.

VGCF/Carbon Composites

Since their earliest development, composite materials have mostly been used for
various structural applications. Recently, applications for composite materials in thermal
management have emerged. * Thermally active composite materials meeting demanding
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criteria for density, conductivity, and cost have been demonstrated. VGCEF/C composites,
having a density lower than aluminum and a thermal conductivity three to four times that
of aluminum, is seen to hold significant potential for high performance thermal
management components. Steps remaining in the exploitation of VGCF reinforced
composites include refinement of methods for composite fabrication and the evaluation
and optimization of thermal and mechanical properties of the composites. Towards these
goals, effects of fiber loading, composite density, and densification method on VGCF/C
composite properties have been studied and some results are presented below.

The use of reinforcing fibers greatly enhances the properties of a monolithic
material. The benefit of using higher fiber volume fractions (FV) is realized only to the
limit where adverse effects from fiber packing occurs. The limit is determined by factors
including packing efficiency and fiber damage. The latter is particular true when highly
graphitic carbon fiber, normally brittle, is used. For the initial development of VGCF/C
composites, we have investigated the effect of fiber loading and fiber brittleness on
properties of the resulting composites. > °

These preforms are then densified by the chemical vapor infiltration technique at
about 1050 C in a gaseous mixture of about 80% CHy4 and 20% H,. The densification

time can be varied in order to obtain different final densities.

The best thermal conductivity measurement to date is 910 W/mK at room
temperature; however, even higher values should be possible with improved graphitization
of the carbon matrix surrounding the fibers, given that the starting thermal conductivity of
the fiber alone is ~1950 W/mK.

Liner Technology

The key to successfully incorporating a carbon-carbon anode or nozzle in an arcjet
will be to line it with a protective material. Carbon-carbon itself is chemically attacked by
hot hydrogen, and thus there is no question that it must be protected with an inert liner.
The liner must be able to withstand erosion over the lifetime of the thruster, and must be
able to conduct heat and electric current.

Two possibilities exist. The first is to use rhenium metal, which is one of the few
refractory metals to not form a carbide at high temperature. Moreover, rhenium is
impervious to attack by hydrogen. A small amount of carbon will diffuse through
rhenium, which may tend to degrade its structural properties over time. This needs to be
characterized with life testing to ensure that rhenium will be durable enough for specific
mission requirements.

Rhenium metal liners for rocket nozzles have been successfully demonstrated in
the past by TRW, but not for arcjet applications. Long duration integrity of the liner is the
predominant concern here. The largest unknown for rhenium is the effect of long term
thermal cycling. Adherence of the liner to a carbon-carbon substrate should be verified
under prototypic conditions.

In order to increase the adherence of rhenium to the carbon-carbon liner, an ion
beam injection technique could be used to form an effective bond between carbon-carbon
and rhenium surfaces despite the fact that there is no chemical affinity between carbon and
rhenium. Once a layer of ~0.5 microns of rhenium is deposited on the surface of the
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anode, it would then be possible to add additional thickness via chemical vapor deposition
or a similar technique.

Ion beam implantation techniques have come into increasingly common use in the
past decade. Ion implantation is the process of introducing atoms of alloying elements
into the surface layers of a solid material by accelerating the atoms to high energies (50 to
200 kilovolts) and allowing them to strike the surface of the material. The energetic ions
penetrate into the surface of the material to depths ranging from 0.01 to 1 micron
depending on the energy of the ion, thereby creating a thin, mixed surface layer.

When the ions interact with the target atoms, two forms of energy loss occur.
These are elastic scattering, and inelastic scattering. In the latter, interaction of the ion
with the electrons of the target material atom causes the target atom to be displaced. If
the displaced atom receives sufficient energy, it may cause additional displacements in a
subsequent collision cascade. These additional displacements continue until no atom in
the cascade has sufficient energy to cause displacements, generally in the range of 25 eV.
In the region which encompasses heavy ion cascade, (1,000 to 10,000 atoms) between
10% and 100% of the atoms in the target may be displaced. The considerable
rearrangement of atoms in the target is known as ballistic cascade mixing.

Typically, chemical bonds have a strength on the order of electron volts. Because
of the very high energy of the ion beam, extremely rigorous bonding occurs at the atomic
level. The ions are fired into the host lattice with sufficient energy that there is no other
possibility but for them to bond into the lattice, regardless of their chemical compatibility.
Thus material interfaces created using this method are likely to not de-laminate.

Indeed, this method has been used to make metallurgically "impossible" bonds
such as copper-to-glass, copper-to-rubber or gold-to-molybdenum. Material deposited
with ion beams does not come off with the so-called Scotch-tape test, epoxy test or any
other method except the grinding wheel. Thus, it is very important to understand that the
use of high energy ion accelerators is fundamentally different than CVD, plasma spraying
or other conventional techniques. This is why we are confident that we can create
adherent bonds where conventional methods fail.

Since the atoms are implanted ballistically and not through thermal action, there is
no need for the application of high temperatures.

Furthermore, the coatings applied in this manner are in compression at ambient
temperature, and relax as the substrate expands. Thus, the coatings are not only very thin
and adherent, but internal stress is relieved as the substrate is heated. Thus the ability to
withstand substantially mismatched thermal expansion coefficients, especially for the case
in which the substrate thermal expansion coefficient is higher than the coating, is excellent.

Graded interfaces, with maximum implanted atom concentrations at the surface of
the implanted material can be produced with a variation of direct ion implantation termed
ion beam mixing. In this process, a thin layer of one atomic species is deposited on the
surface of the material to be implanted. A beam of chemically inert atoms (typically, argon
or xenon is used) is then used to mix the overlayer into the substrate. Due to the highly
concentrated source overlayer, ion beam mixing is not limited by sputtering effects, and
the concentration of beam-mixed atoms on the substrate surface can approach 100 atomic
weight percent. The concentration gradients and distribution profiles can be tailored by
proper choice of beam mixing species, doses and energies. The absence of a
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discontinuous interface between the mixed surface layer and the bulk material leads to
excellent adhesion of the layer and less sensitivity to mechanical failure at elevated
temperatures and during thermal cycling.

Ion beam enhanced deposition uses high energy atoms to adherently bond the
atoms of a coating to the substrate. For example, in the case of silicon nitride or boron
nitride, silicon (or boron) would be deposited via ion beam induced sputtering.
Simultaneously, nitrogen ions will be fired onto the substrate, combining with the boron
and mixing the atoms at the atomic level. This is shown conceptually in Figure 4.5. For
purposes of clarity, the numbers of atoms are greatly reduced, and a simple homogeneous
array of atoms is depicted.

Ion beam mixing can be used to produce layers of metallic or other materials which
will grade continuously into the surface of the substrate. This is accomplished by first
depositing a thin layer of material (typically less than a micron) on the surface of the
substrate. Then an inert gas ion beam is used to bombard the surface, knocking atoms
from the coating material into the substrate at high energies, thus causing a ballistically-
induced physical bond. This technique is often used when relatively thick coatings are
required, or when a graded interface is desired. That is, the concentration profile will
smoothly change from 100% substrate to 100% coating material over a 0.5 micron depth.
Since ion-beam mixed surface layer is a graded interface, interfacial stresses will be
minimized during temperature cycling, and the mechanical stability of the surface layers
will be increased, thereby eliminating cracking and spalling. The graded layer will also be
bonded more effectively to the substrate surface since it is physically mixed into the
composite surface. The result is an exceptionally strong bonded surface.

This is expected to result in an excellent capability to withstand thermal cycling,
thermal shock and to minimize the effects of thermal expansion coefficient mismatches
within wide limits.
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Figure 4.5. Conceptual Illustration of Ion Beam Enhanced Deposition, by Which
Dissimilar Materials can be Adherently Bonded at the Atomic Level.
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Graded Interface

Magnified View

Figure 4.6. Conceptual Drawing of Graded Interface Produced at Microscopic Level.
The Graded Interface can be ~0.5 Microns Thick.

Work with other dissimilar materials has shown that exception bonding can be
produced using these techniques. An example using a rule of mixture (ROM) analysis,
neglecting anisotropy, is given below for the example of copper on graphite, which we
tested previously. These studies were carried out by J. M. Ting and M. L. Lake of
Applied Sciences, Inc.’

The assumed interface zone consists of a graded layer and surface layer; for
example in the copper-graphite system, the graded layer is formed by mixing copper atoms
into a graphite specimen surface. The surface layer is pure copper. The copper
concentration profile of such an interface zone is given in Fig. 4.7. As seen in this figure,
the concentration of copper changes linearly from 100% at the depth of 0.5 um to 0% at
the depth of 4.0 um. The pure copper layer has a thickness of 0.5 pm. To calculate the
profile of CTE in this interface zone, the following values are assumed. In the calculation,
the values of CTE and elastic modulus were assume to be 4 ppm/K and 27.5 GPa for
graphite and 17 ppm/K and 110 GPa for copper. In addition, the properties of graphite

are assumed to be isotropic. The following equation is then used to calculate CTE values
in the interface zone:

aUES"VBT 5 aCuECuVCu
E,V, +Eq Ve,

o=

where a, E, and V are CTE, elastic modulus, and volume fraction respectively. The
subscripts gr and Cu designate graphite and copper respectively. Accordingly, the results
are plotted in Fig. 4.8. As shown in this figure, by mixing copper atoms into graphite to
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create a graded layer and depositing an additional layer of copper, the value of CTE
changes gradually from that of graphite to that of copper. In addition to this advantage,
through IBED processing the joining of two dissimilar materials, graphite to copper,
becomes identical to the joining of the same material (copper to copper).
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Figure 4.7. Graded Interface, from Rutherford Backscattering Data.

20 T T T T T T T

19 1
18 1
17
16
15
14

13

< 12

Eae

a 1p

i Y

w

- B

(5]
7
6
5
e 4
J+ .
2+ i
1F .
o L 1 1 1 1 1 1
0.0 0.5 1.0 1.9 2.0 2.8 3.0 3.9 4.0

Depth (micron)

Figure 4.8. Calculated CTE Profile, Based on RBS data

33



Evidence that the technology results in exceptional bonding between materials
which are normally not thought to be chemically compatible is contained in the studies
performed by Ting and Lake in the beryllium-Glidcop™ system.’

Bonds produced using our ion beam method have a very high thermal
conductance--higher than can be measured. This indicates a nearly perfect joint from a
thermal standpoint.

Table 4-2. Thermal Conductance (W/cmz-K) of Joints
Between C/C and Pure Cu.

ID CCO4HT- CCO9HT- CC10HT-Cu | CC12HT-Cu
Cu Cu

Thermal 14.42 10.40 11.93 14.96

Conductance

Filler 5003 5003 5003 5012

Table 4-3. Thermal Conductance of Joints between K-Karb™
and Glidcop™ Processed by Infrared Assisted Bonding Technique.

ID #1 #2 #3 #4 #5 #6 #7 #8 #9
Conductance | 042 | 021 | 043 | 067 |0.77 |043 [0.79 [ 0.21 |0.48
(W/cm?)

Process 105 | 1020 | 1050 | 1040 | 1020 | 1020 | 1020 | 1010 | 1000
Temp (°C) 0

Table 4-4. Thermal Conductance of Joints Between Glidcop™
and Carbon/Carbon or Be Alloy Processed by Diffusion Bonding.

ID CC92.14HT- CC92.14HT- Be-Cul Be-Cu2
Cul Cu3

Thermal 1.782 2.033 0.772 0.774

Diffusivity

(Wem?/K)

Thermal 24.55 38.36 ~inf ~inf

Conductance

(W/cm?K)

Refractory Carbide Liners for Carbon-Carbon

A more straightforward approach for fabricating a liner for carbon-carbon may be
to employ a refractory carbide liner such as tantalum carbide, niobium carbide or

zirconium carbide.
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Such materials were developed in the 1960s for coating nuclear rocket fuel
elements, which were exposed to high pressure supersonic hydrogen at temperatures of
2700 K. Thus an extensive body of data exists on the properties of these materials.
General properties of refractory carbides are high melting point, excellent wear and
corrosion resistance, low vapor pressure and sublimation rate, and excellent hardness.
Electrical resistivity is typically a few times higher than that of pure refractory metal,
which is a acceptable for high current electrode applications.

For long exposures and thermal cycling in a hydrazine environment, probably the
largest issue is whether the coatings can remain sufficiently crack free to prevent corrosive
attack of the underlying carbon-carbon. Moreover, the presence of nitrogen in the
hydrazine will probably lead to the formation of a carbonitride phase on the surface, which
may have somewhat different properties than the pure carbide.

Table 4-S. Summary of Properties of Refractory Carbides."

Property TiC ZrC HfC NbC TaC

Mol Wt 59.91 103.23 190.61 104.92 192.89
Density, 4.93 6.9 12.6 7.56 14.3
g/cm?

Heat of Formation, 0.183 0.184 0.338 0.14 0.15
kJ/mol

Entropy 242 35.6 37.6 41.9
kJ/molK

Specific Heat, kJ/molK 50.6 61.0 31.2 36.5
Toer, K 3413 3803 4163 4033 4153
Thermal Expansion 7.74 6.73 6.06 6.50 8.29
Coeff, 10° K"

Thermal Cond 29.0 54.7 16.7 38.0 59.2
@ 293 k, W/mK

Electrical Resistivity 0.52 0.50 0.45 0.51 0.42
@ 293 k, uQQm

Thermal Coeff of 1.16 0.95 1.42 0.86 1.07
Resistivity, K

Microhardness, 314 28.7 28.4 19.2 15.7
GN/m?

Modulus of Elasticity, 46.0 36.5 345 29.1
10° kg/mm?

Figures 4.9 to 4.28 are taken from reference 9. They summarize the temperature-
dependent capabilities of refractory carbide materials of interest for this project.
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Figure 4.17. Thermal Linear Expansion of Hafnium Carbide.
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Figure 4.18. Electrical Resistivity of Niobium Carbide.
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V. INTERCHANGES WITH SCIENTIFIC PRODUCTION ORGANIZATION
LUCH (NPO LUCH), RESEARCH CENTER ISTOK (NTTs ISTOK) AND THE
SCIENTIFIC RESEARCH INSTITUTE OF THERMAL PROCESSES (NIITP)

The purpose of recounting the mechanics of our dealings with Russian entities is to
allow our experience to benefit other US companies and institutes wishing to deal with
Russia.

Dealings with Russian entities relevant to the performance of this contract
consisted of three major functions: visit of the PI, Elliot Kennel to visit Russian facilities
to determine the potential for interactions (accomplished during the pre-proposal phase
and hence not an expense incurred under this contract); contracting with NPO Luch and
its associated export firm NTTs Istok; and working with Dr. Alexey Nikolayevich Ivanov
from NIITP.

In our original proposal we had intended to interface more strongly with NIITP
and not with NPO Luch/NTTs Istok; however during negotiations it was decided to
attempt to exploit the use of single crystal refractory metals, which necessitated a
connection with NPO Luch/NTTs Istok.

The use of foreign technologists is something which Space Exploration Associates
has done previously and can now be considered routine. Basically, this involves getting
permission from Russian authorities to temporarily release an individual from his normal
job duties, and hiring the individual as a part time employee.

Importing material (in this case, an ingot of single crystal tungsten-tantalum alloy)
is a more involved process. Because this experience may be repeated by other NASA
contractors, we believe that it would be useful to review the process in detail to facilitate
the purchase of similar items in the future.

First, the time of the initiation of our contract (25 October 1993) to the time we
took possession of the material (18 August 1994) was nearly ten months. This despite
the fact that we had already determined what we wanted to buy by July 1993. This long
delay was caused by a combination of political factors on the US and Russian sides. Our
purpose in recounting these difficulties is not to cast blame on one side or the other, but to
recount the factors that must be satisfied for a successful, legal import of Russian materials
to the United States. Entities wishing to do business with Russian institutes should not be
astonished to find that the bureaucracies of the two nations are very formidable.

We first considered whether we should have the machining done in Russia, or
whether it should be done in the US. The machining services are less expensive in Russia,
and furthermore the Russians obviously have more experience in machining this material
than Americans. However, we were told that this would vastly complicate the import
process on the US end, because the material would now be considered an aerospace
component, subject to much tighter restrictions. We were told that it was not impossible
to be granted a waiver, but State, Commerce, and the Bureau of Tobacco and Firearms
would be involved. On the other hand, if the ingot were sent unmachined, it be simpler to
declare through Customs. We elected to follow this route.

Incidentally, our corporate experience has generally been very favorable with
persons from the State Department, Commerce Department and Bureau of Tobacco and
Firearms. These individuals really do want to be helpful to US companies wishing to deal
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with foreign entities (an exception to this, early in the formation of our company, was a
bureaucrat at the State Department who once threatened to have the fax machine in our
office--in Cedarville Ohio--declared a foreign weapon and impounded, since it might
conceivably receive weapon information from Russia. We never called this gentleman
back, and so far our fax machine is continuing to operate without an import license. No
atomic bomb or other military secrets have been revealed to us so far, either). In general,
our experience has been that as long as we tell the government agencies in advance what
we want to do, they are almost always very helpful to us. However, they also tell us that
what they do not appreciate is when US companies do something first and tell them later,
and we have attempted to comply with this reasonable request.

At any rate, once deciding to attempt to import an ingot of W-Ta alloy, we were
told by letter from NPO Luch/NTTs Istok that a signed contract would be required in
order to place an order. We attempted to satisfy this requirement in early November by
placing a signed Purchase Order together with a signed letter indicating our intent to
purchase the item. We thought that this fulfilled the requirements on the Russian side, but
we were mistaken.

During a meeting with Yuri Nikolayev in Washington in December, this was made
clear. A formal contract would issue from the Russian side for our review. This was
transmitted to us via telefax in late January, translated and signed in February 1994.
Obviously, the Luch people used some other contract as a model (note that on page one,
Space Exploration Associates is referred to as “being a legal entity according to the
legislature of Japan”) However, we elected not to contest this or any of the other
language of the document in the interest of saving time. From our point of view, it was
not necessary to have such a contract, but if it was required on the Russian side, we were
willing to sign it. Note: translation of an eight page legal contract can be extremely
expensive for most US companies. The actual contract plus English translation is
contained in Appendix I of this report in hopes that it may be useful to other NASA
entities wishing to do business with Russian business entities.

We were told that it would take four months from the time of signing the contract
to the time of delivery of the item. In actuality it took six months. We do not know the
reason for the long time of delivery. We doubt that there is a problem with back-orders.
The actual time to fabricate a specimen is likewise presumed to be short. It can be
assumed that paperwork processing is the most time consuming element in the process.

Clearing the item through customs took one week. We had to contract with a
broken, Schenker International of Columbus, Ohio, to extract the item from US Customs.
The Customs fees resulted in a cost overrun of about $3000.

Thus for companies wishing to estimate the costs of purchasing similar materials
from Russia, we recommend that about 30% extra be added to the price. However, this
cost should go down on repeat orders, since the procedure will become established, and so
less preparation will be required on the part of the US contractor.

Some individuals (who will remain anonymous here for obvious reasons) have
pointed out that it is possible to deceive US customs by declaring a lower purchase price--
for items less than ~$1000, it is often possible to take possession directly. However, the
Space Exploration Associates company policy must obviously be to do business fairly,
properly and legally within the frameworks of both the US and Russian government. We
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recommend against deceptive importing procedures, which are after all quite illegal.
Therefore, our suggestion is that a factor of ~30% additional cost for customs declarations
and fees and paperwork processing (labor) on the US side is probably typical for raw
materials of this sort. Finished hardware will probably be even more expensive and
probably more difficult to obtain proper permission to import.

Decide what to import Consult

State Department

Finished product?
Raw Material?

Commerce Department

Bureau of Tobacco and
Firearms

Nuclear Regulatory
Comission

Etc.

Estimate Import Fees Import broker

Contract with Russian institute(s)

Specifications Russian entity

| (professional translator required

Manufacture Product

Deliver to US Airport

Deliver to US Customs

Clear Customs
Pay duty, fees

|
Take Delivery

Figure 5.1 Simplified “Wiring Diagram” for Import of Russian Materials
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As far as sponsoring the visit of Russian nationals to work as temporary hires is
concerned, we found this to be much simpler, having had similar arrangements in the past
with NPO Luch and other Russian and Georgian entities.

Dr. Alexey Nikolayevich Ivanov visited Space Exploration Associates for a period
of two months, using an H-1B visa. This is merely a question of filling out the appropriate
forms from the US Department of Immigrations and Ohio Bureau of Employment
Services. This was a straightforward process, and one which is recommended as an
excellent method for supporting international exchanges in a way which is beneficial to
both sides.

Dr. Ivanov contributed a theoretical modeling of discharge phenomena which is
included as Chapter VI in this report.
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VL. TIME DEPENDENT ELECTRON ENERGY DISTRIBUTION IN A
SLIGHTLY IONIZED ATOMIC GAS

1. Introduction

This chapter, contributed by Dr. Alexey N. Ivanov of NIITP, analyzes the electron
energy distribution in a plasma. This is peripherally related to the design of arcjet thrusters
and other problems involving plasma electrical discharges.

In many physical problems it is necessary to know the time evolution of an electron
energy distribution function (EEDF). This reveals additional information about the
properties of plasma generated by a beam of ionized and neutral particles. The
characteristics of this plasma beam such as rates of plasmochemical reactions,
conductivity, dielectric permittivity and others may vary significantly in time.

Calculations of time dependent electron energy distribution functions have been
fulfilled for argon and xenon plasmas.' Detailed numerical calculations of degradation
spectra of electrons have been recently performed for atomic nitrogen, atomic oxygen and
molecular nitrogen.?**’

These formulas describing degradation spectra of electrons for moderate energy
(E > 200 eV) have been derived for the problem of the establishment of steady state
conditions after initiation of an electron source, and the concomitant problem of relaxation
phenomena.

2. The time dependent equation of the degradation spectrum of electrons in an
atomic gas.

We begin by considering a uniform atomic gas with uniformly distributed isotropic
sources of primary electrons, producing slightly ionized plasma. This situation occurs, for
example, in fissionable gas plasmas. The initial energy of electrons E, is assumed to be
less than 10 MeV when electron losses for brehmstrahlung are disregarded. The extent of
ionization is assumed to be small so that electron-electron (e-e), electron-ion (e-i) and de-
excitation collisions may be neglected also.

Then the equation of degradation spectrum may be written as®>’ :

an d dE
at oE

La e
dr

) +Q(E.Y) W)

5 : o . dE
where n = n(E,t) is the electric energy distribution function, o is the average energy
T

deposition rate and Q(E,t) is the rate of electron production density per unit volume.
& OB . y I ;
The quantity o is a function of the energy E and has to be determined in
¢

advance. When E >> I, where I is the atom ionization potential, the relaxation equation is
valid,
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= -NVE Zoi(BE; @)

where N is the atom density, v(E) is the velocity of electrons with energy E, o;(E) is the
cross section of the ith process of electron-atom interactions and E; is the average energy
lost by electrons in the ith process.

In a wide range of energies from p, = 0.1 eV up to E; the value may be
determined by the Monte Carlo method.6

The function %E for helium is shown in Figure 1. The shape of this curve is
typical for all atomic ga;ses.

Thus 3—}7’:_' is an important value for further evaluation and is a function of energy E

only:

T =P® . ©
:

By introducing the new notation
fE,t) = n(E,H)P(E)
Equation (1) can be rewritten as

of o
— +P(E) - =P(E)QE.) . (4)

The analytical solution of this equation is

E
f(E,t)= [Q(E',t- t(E) + 1(E"))dE' + F(t - ©(E)) : (5)
E,

where t(E) is the solution to Equation (3) with an initial condition ©(E;) = 0. This
dependence for helium is shown in Figure 2. The specific form of F(t-t(E)) must be
determined from the initial conditions.

3. The establishment of steady state.

For steady state, the initial condition is f{E,0) = 0 and Equation (5) converts to:

E
f(E,t)= JQ(E‘ »t—1(E) + t(E'))dE' (6)
E(1(E)-t)

where E(7) is the inverse function of t(E).
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Because the specific form of the source term is difficult to evaluate, we have considered
first the high energy regime of the degradation spectrum E >> 1. In this case we have
been able to ignore the contribution of secondary electrons in Q(E,t) because these
electrons have been produced with less than 100 eV, and so

QE,;H=SEPE®

where S(E) is the density of primary electron production and 6(t) is Heaviside’s function.
Thus the solution of Equation (1) can be written as:

E E
f(E,t)= j S(E"0(t - 1(E) + ©(E"))dE'= jS(E')dE' y @)
E[(E)-t] E[1(E)-t]
with
1 E
n(E,t)=——  [S(E')dE'

P(E) E[x(E)-t]

When E >> I, Equation (2) is valid and finally we have

E[+(E)~t]

1 1 '
~ NV(E)Y o3 (E)E; iS(E e o

n(E,t)

The establishment of steady state requires a time t ~ T(E). The steady state is
described by

1 E,
[S(E'XE! . (9)

Be(E,1) = NvE)To; (B)E; i

This result coincides with a stationary distribution deduced from a model of continuous
slowing of electrons.”."

4. Relaxation of the stationary degradation spectrum

In this case in the high energy tail of the degradation spectrum, Equation (1) can
be simplified to

o _i(nd_E) _ (10)
ot 0E\ dt

Taking into account the initial condition n(E,0) = ny(E),
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1 E,
[S(E')ME' . (11)

"D BT (B &

The typical time of relaxation of steady state in the vicinity of energy E appears to be the
same as the time for the establishment of steady state. Evidently, this is a consequence of
the linearity of Equation (1).

5. Conclusions.
The main results are as follows:

1. The analytical solution of the time dependent equation of the degradation spectrum has
been obtained.

2. In the high energy tail of the degradation spectrum (E >> 200 eV) we have obtained
convenient formulae describing the establishment of steady state and the relaxation of the
stationary degradation spectrum.

3. It has been shown that the establishment of a stationary degradation spectrum in the
vicinity of energy E >> I requires a time t ~ T(E). The same time is needed for the
relaxation of steady state in the high energy regime.

4. The stationary solution of the equation of the degradation spectrum appears to
coincide with the solution resulting from the model of continuous slowing down of
electrons.
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Figure 6.1. Energy deposition rate as a function of electron energy.
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VII. CONTRACT REPORTING REQUIREMENTS
1. Product Assurance Program Plan.

This effort is a research and development project. The hardware deliverable
consists of a metal ingot, 3.5 cm diameter by 10 cm long, made from single crystal
tungsten tantalum alloy which was fabricated under subcontract by the Scientific Research
Center Istok/Scientific Production Organization Luch, in Podolsk, Russia. = The
specifications were prepared by the Project Engineer, Mr. Elliot Kennel.

2. Preliminary Hazards Analysis and Operating and Support Hazard
Analysis.

The contract hardware deliverable consists of a metal ingot, 3.5 cm diameter by 10
cm long, made from single crystal tungsten tantalum alloy which was fabricated under
subcontract by the Scientific Research Center Istok/Scientific Production Organization
Luch, in Podolsk, Russia. This material is chemically inert, non-flammable and does not
pose any hazard to the environment or to safety.

3. Failure Mode Effect and Criticality Analysis.

As this effort is research and development, these criteria do not apply.
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VIII. CONCLUSION.

Ultimately, the success of this effort will be evaluated according to whether the
materials discussed herein result in a superior arcjet or not. Thus, we will have to await
test results to determine the ultimate successs. However, there are several indicators
which give good cause for optimism.

Fabrication of tungsten alloy single crystals in the sizes required for fabrication of
an arcjet anode has been shown to be feasible. Test data indicate that the material can be
expected to be at least the equal of W-Re-HfC polycrystalline alloy in terms of its tensile
properties, and possibly superior.

We are also informed by NPO Luch that it is possible to use Russian technology to
fabricate polycrystalline W-Re-HfC or other high strength alloys if desired. This is
important because existing engines must rely on previously accumulated stocks of these
materials, and a fabrication capability for future requirements is not assured.

The carbon composite materials technology appears up to the task of fabricating
arcjet anodes as an alternative. However, whereas some NIITP designs employ a rotating
arc to achieve high cathode performance and lifetime (but which places additional
requirements for high thermal diffusivity at the anode), similar achievements have been
made by optimizing the cathode thermal design for US arcjet thrusters. Accordingly, the
motivation for pursuing a high thermal diffusivity anode is not obvious for US designs,
and NIITP has thus far not been successful in supplying a performance rationale.

On the other hand, carbon materials may offer higher strength and creep resistance
than refractory metal electrodes, which may be useful in its own right. Alternatively, if it
is necessary to keep certain parts of the anode cool, the high thermal conductivity feature
of carbon-carbon will represent enabling technology.
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KOHTPAKT No H-108 X

HayuHO-NIpON3BOfoTRGHHoS obvenunenue "Ay4u”, salsnmeecs PPARHYGCKEK

ARDON O 3AKOHOOATEALCTHBY PoccritcxoRk Fsfspanus, foficTEyNE S Hapes omoe

oTReseHua -~ HTIl "HoTOK", uMmeuyeMcs » RassueAmeM “Npopasen”,c oxHOR
OTOPORN, X AMEPHXAHNCKAS accogquanus "BPACE EXPLORATION ABEBOCIATES"” =XB-
Jdeomagsas PPEAHYECKHN J4AXIOM OO0 SAXOHOZATSARSTBY ’ggggzg, XxeHyeMaAR DB
Zagiiteimeax “MNoxynareas”, Pe—— HaoTOoSMuE XOHTPAKT © HEXGCRIAYOIjaM.

IIpeaxeTr KXo KTA&.
IIiponaBely UIAroTOBHUT H uocrasér Moxynaresn ORQHH o6paaen NOHOKpHOC=
et e s A ———— .

TaAmM4ecKoro crnaBa W-Ta OMAMETPOM 3,5 oM M aauHofd 10 ©N, a [oXynarenb

QOMAATHT HX HITOTOBAGHME M DOCTABKY -

CraTrsg 1. ObszaTearcTER CTODON,

L €A

1.1 .Niponapey MACOTOBUT B COOTBETCTBHHU © npuaoienuex, uananekda
HEeOTHEMAeNOd HaACTRE HACTORWEI O uoumpaxTacl_oépaseu HOHOKPHCTA/NLNIHYEeCKO
fo cnanapa W-Ta guameTpoM 3,5 ¢cm K aauHonin 10 cu. 1.2. Npoanasell NMoCTaAaBHT
MoxynarTenw opme ofpasen MOHOKPHCTA/UIMYacKore cnaasa W~Ta vyepes 120
OHeR C© JaTH IOANHCAHKA KOHTPAKTA HA YCJAOBHAX <o caetevsaossotmuny

1.3 rHNokynareaes B Te4YeHHe 10 AHeHA nNpoBejeT NpUeMKy obpasna M coob-
NUT O PpelIyabTarax [poaanLy . B cayvae, eC/iIh B TeYeHHUe STOfo CcpokKa He
NOCTYNHUT KAXKKX-AKMO0 coobyeHuni or Moxynarens o dedpexrax, To ofpaseln H3I
W-Ta cuMTaercs MPHHATHH [lokyharesaeH. PG i

1.4. NoxynaTens B TeueHme 10 gHel ¢ AaTH NOCTABKH obpasua #3 W-Ta
arnnaTur lNpoaabyy nocTasky obpaayga. §i vean

1.4. Cpoku nocTaeku. Jarod nocTabBkM ofpaslua CHYHTaeTcs JaTa aBHa—

]

NHERGG@ETR @ QUPUINUMLY Lt eceseTae e
~ 7 L s
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aATRd aHa Ko KTa, NOPAAOK BOANMOPACYETOB,

2.2« B nény BXOASAT CTOMNOCTR HITOTOBIGHHSA obpasna, YyNakoBKH, ——
NMAPKHDOBXM, TPAaHCMNOPTHHX pPaCXoAoR [0 adponopTa B r....,ak’é?gaxoaa-
HMSA Tpyaa, OIJIaTa TaMOXMEeHHHX nNomaH H TANOKCRHMX yoayr »n T .MOCKBES.
OrnaTa TaMOXEeHHRX MOmIHH M JobhHX ZPYTHMX TWViaTexeRX B CUIA JAexXuMT Ha
Nokynateae.

2.3; LleHa TBepiAas ¥ U3INEHeHUD He NOoJJAeXuT.

2.4. BaHKOBCKME PACXOOM HA TepPpUTopuu Poccuickol PenepalHd Hecer
IIponasel|, wHa TeppuTOpHUH CIA - [IoKynarTens.

2.5. B cJayvae zagepxKH naarexa [[OKynareas onJauyuBaeT NeHwW b pais-
nNepe 0.05% OT CyNMN NaaTexa 3a XaxAefA OeHbs 3alepxky, HO He OGaonee 5X OT
CyNMbH TaTexa.

2.6. B cayuae nanepskd nocrasxH  ofpaaya [lpogasuom, [oxynarens

MNeeT TNDARA Uhonwarr 0 _QE¥ oF OyHNU DIASTESSRG Sa aasfonm ACHD SAiEPXRKHA,
S

HO He Gonee 5% OoT CyMMH NIATEXa .

CraTtes 3. OBKA , NMADKHWPOBKA .«

3.1. OGpazen ACAXEH SmMThL YyNakoBaH B Tapy, obecneuypapmyr €ro cCox-
PAaHHOCTEL [IPH TPARHCNOPTHPOBKE.

3.2. MapxypoOBKa ROAXHA ONTh BHNOAHEHA HECMHBASMON KPacKOA Ha aH-
rIMACKOM SA3HKe H HMeTh Chiegyouynw HMHPoOpMalHo ;

ChnenaHo B PoccHAcKkoR PepepayuH

HzroroexuTEAL

ARpecC MIroTOBHUTENSA

KoaTpakT N

BpyTTO

HerToO

NMyHXT HaszHauyeHus

Anpec X HaAMMeHOBAaHHME Ipy3onojay4darens

ONIGINAL. PACE 18
OF POOR QUALITY
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B cyaydae HeoSXOAHMOCTH Tapa jJonxHa HMEeTh: CNelHanbHYKXW MAPKHpPOB-
Ky: "“Bepx®, "Huz", "He XxaHTOBaTHE", '"oCTOpOXHO".

CraTei 4. Coaua ® fpuéesmxka ToBapa (zggoauﬁ!,

Topap (u3nenve) CUHTASTCHA NOCTaBASHHMM NponaBUOM W NPHHATHNM [MOKy
naTeneM:
-~ B OTHOMEHWH KAa4YecTBa - NPU COOTBETCTBHH TPeOOBAHHUAM, WIJIOXKEHHS
B IpH/IOXEHHH,
- B OTHONEHUU KOMMUEeCTBA - B COOTBETCOTEBMHM C KOAMYECTDOM NecCT
YKA3AHHEN B TOBAPHO-TPAHCMOPTHOA HaxknaaHoOM.
’

(baxcy) o8 ero orrnvake B Teueuug_g;x nuef ¢ YKSo2NMCOH HORESpS ponca

llocae orrpy3kKHW Tosapa [ponaBey ’coosmaer flokynaTeao nDo TeEASKC ..
€ FRKH 4 : g

AAaTH OTCPY3KH.
Cra 5, TAa

Onnara Torapa (Uiflenus) ,NOCTABASGMOTO MO AAHHOMY KOHTPAKTY AO/AXHA
6uTh NpoHzBenaHa foxynarened, Ha cuer Ilpojanuya, Beneficiary: Research
Centre "“Current Sources"(ISTOK),Podolsk,Russia,Account # 07003021/211
Bank of the benaficiary: Unicombank, Moscow, CHIPS UID 319546
(Unicombank {(Podolsk): Komsomolsgkaya st.,46, Tel: 137-97-71)

Via: Account # 04-095-713 with the Bankers Trust Company,
PO BOX 318 Church Street Station, New York, 10038.
Tel: (212) 250~25-Q0
Contact peraon: Virginia Rose, in Money Transfer Department.

c 3 €. Kon aH BHOOTE .

6.1. Bca MHOOPHALMA NO KOHCTPYKUMH TEXHOJOIHH K3rOTOBJEHMS, YCo-
BMA 2KCOAYyATALUMH H NPHneHeHUs1, NepepaHHad [IpOAABLY B paMKax HACTOAmEr<
KOHTPAKTA, HONXHA PACCHATPHBATLCH KakK KonduIeHUHanbHas. Npopaser o6s-
IyeTCA NMPHHATHL MEepH K COXPAHCHHO YKazaHHOA KMHPOpMalm ¥ He nepenaBarT:
€& TpeThkeH CTopoHe. ODTH ofAlaTenbCTBa HE OTHOCATCH K MEQOpMALMM HZ
OTKPHTHX HCTOUHHKOB. '

6.2. MNponasey oSs3ad CBANATL TPeTLO CTOPOHY, YYACTBYDMYO DO Heob-

NUNAL. PAGE
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XOAUMOCTHM B HIrTOTOBAEHMHM MAu npoBepke ofpaziia no HacTosmeny XOHTPAaKTYy,

ofsnATAnLOTBAMY, YHROMSHYTLMHE B oToll rAaBE.

7.1. Tapautusa [ponasua Ha COOTBOTCTBHC TpeboBaHusim K ofpaayy, Ma-
JomeHHHM B JIpunoxeHuu, aefcTeyeT P TeueHMe 12 necsyues, CHYATaxX C OaTH
NOCTABKH . '

7.2. Ecau B.reueuue TAapAaHTHRAHOIO cpoka obpanel] OKAXeTCH He
COOTBETCTBYOIUM crneuupukauuu, [Ipogaeely ofsoaH 3aMeHHMTE JAebexXxTHoOe H3je-
JHe 2a CBOR cueT B TeueHug 10 paboyHX AHer.

7.3. NN npockbe [lponaBna B 3a erc cueT loxynaranks NO/KEH BepHYTb
nedexTHoe Hafenue Mpogasuy. ‘

7.4. TapaHTHMH He paCcnpOCTPaHARTCOA HA MNOTEPH, cRAJAllliue © Hebpex-—
HuM ofpameHHeM , HeNPABUABHHN XPAaHQHHEM , HCNIOALBODAHHEH H8 00 HAJHAYEHHK .

CTaThs 8. PeKIawamua.

.8.1. TIlpeTeH3uXH, XKacaomuecs KaudecTsa ToBapa (H3fjeus) MOLYT
SuTh nNpexpmsBneHH [lokynareseM llpogasByy TOJALKO, C/IK KavecTBO ToBapa
(UBleqaHs) He COOTBETCTBYeT TpeboBaHHAM K HEMY, OrOBOPEHHHMN HacToAmuM
KOHTPAKTONM .

8.2. [I[peTeH3UH, XacakwmUecs KOAWYECTBa, MOryT OwTh npeabsBfieHH
NMaxkynarenaex [lpoagaBly ToABKO B Cayvae oOHAPYXeHHMA HEeQOCTauu BHYTPH
PMPpMEeHHONR YNAKOBXH HM3roroBUTeJsIsi, HEe HOCsllel cnelos BCKPHRTHUS.

B 2 Moawsar

~ .~ YA e e
"= e avietw e W  priasave MME A=A

ASJAAQranToOA HACRENESNRY Uy TeNn CoCTaBJdeHWuA
2XT2 Dp¥ YHACTHH DPOACTaBHTEds lipopasya WaAHM,N0 corjacosanvo C© Npogas-—
LOK,' NMpefcTamMTe I HeHTPaAblloOro KOHTPOAHPYKMero opradHa crTpaHs [lokyna-
TRANA .

8.4. MMoxynaTenk KHEST NPABO NPEeObABUTL NPEeTeHAaHH Ilpoaasyy B OT-
HOWGHHMH KaYecTBa P TedYeHHe 10 gHed C JATH MNOCTABKH.
] [16 McuyeueHMy BHIEYKa3aHHOTO CPOKa MNPeTEeH3MH He NPHHHManTCH.
i 8.5.fpeTeR3UN CJeayeT HANPABHTL SAKAZHHM MHCLMOM, © NPHAOXEHUEN
BCeX HQOOXOAMMNX DOKYMAHTOB MOATBEPXAADUHX NPHUAATAESNYI0 NPEeTEeHIHK.

BhleyKalauHoe NHCLHO HOAKHO COlebhxaTs cneayomue arTpuSyTH: HOMED

62



KOHTPAKTa K AaTy OTHPABKH JOXYNQHTOB, RATY NPHONTHA M HHCIOEKTHPOBAHHA
ToBapa (u3fenusn), XOAHYECTEO TOoBapa (M3ZeaMs), P YeM KOHKPQTHU BHPA-
xXaeTCsA npeTeHs3us. [lpofasell MXeaT NpaBo CaM Ha MeCTe nNpoBepuTh OGOCHO-—
BAHHOCTh npeAbLSABAAedol nMpaTeHau:.

TER 9. C=MAXOD oborToarTéesroTna.

9.1. CTOpoHH DCBOSOXAROTCA OT OTBE@TCTBEHHOCTH 34 YACTHYHOEe WMAM
TIOMTHOR HEeBHNOOJNTHeHHe obazaTeaLcTB  NO HacTosimMeHy KOHTPaKTy, eCcyIM OHO
ABMAOCHE CUENCTEWeM HeNpaooMUHON cuau (cTHXHAHNe &GenCTBHA, BOSHHLE
AefCcTBHA, 2AaBacCTOBXKM, peweHUS NpPaBHTeMNLCTBEHHHX OPraHoB M T. O.), Ha
KOTOPpME CTOPOHE He MO/Id MOBJ/IMATE PAIYMHMMHM MEepaMH.

9.2. CropoHa, ans KOTOPORA c<cozajxanacsk HERBO3IMOXHOCTL HCNOJHEeHMA
oSA3AATENLCTB OO0 KOHTPAaXTy, OOBA3AHA HEeMogaeHHo (HO He nos’xe 5 [AHeR)
HHPOPHMHPOBATE APYLYO CTOPOHY O HACTYNAGHHH OOCTOATENIBCTB HEeNpeonoan-—
Noft cunbl. [pyM 3TOM, CPOKM MCNoJAHeHMS O8A3ATENLCTE NO KOHTPAKTY OTOZ-
BHACaRTCH COPa3NEepHO BpeMeHM, B Toe4HeHHe KOToporo AeficTBoOBAa/IM TakKHe
oGCcTOoATeNbCTBA .

9.3. JoKaaaTenbCTBOM HAMYYHA TAKUX OOCToATeabCcTB OyayT CBHAe-
TRJABCTEA COOTBETCTBYRIHMX TOProBHX NasaT ob6enx CTOPOH.

9.4. Ecau »TH obcorosTeavcerBa Synyr apaarbesa Oonee 6 MecAues, TO
Kaxzas CTOpCOHa HMNEeT NpaB0O PaCTOpPrHyTh HACTOSIHA KOHTPAKT, H, B ITOM
Cny4ae, HM OfHA M3 CTOPOH He EBOpamse TpebomaTk OT ZPYroRk CTOPOHH BO3-

graTes 38, antsreas.

B cayuae BOJRHUKHOBEHHS MOXAY CTOPOHAHH CHOPOD h/MAM  PA3IROCAACHA
BHe WAK B CBA%ZH © OeHCTBUIHMM HACTOAUEro KOHTPAKTA, CTOPOHH NpealpuUMyT
BCE BOZHMOXHOE /1A PADPOUEHHMS MX RyTeM MEpPeronopoB.

EcAM CTOPOHN HE MNPHIYT K ypPeryJauMpoBaHHK CINOPOBE H/HAUK PABHOTLJAACTHA
KEeTOJIOM NEepPeroBOPOB, 3TH CHNOPH M/H/AM pazHOrJ4acHs Ao/xHe OHTE Gez Ka-
Kux-aubo ofpallennfi B Cyn fepenaHs AAf PACCHOTpeHuns B ApOHMTpax, pacno-
JOXKEeHHEA B r; CTOoKronbne, MBeyus.

Pas8upaTensCTRo GyueT DECTHCH C/aegyomuM OOpPa3oM:
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CTOpOHAa HaMepepaplascs obparurbca B ApSuTpax, [OOAXKHA YBenoMiThb
NUCBhME@HHO APYTYDD O cBoux AeAcTBUAX, yKasas @.H.0. cpoerc apSurpa (Xo-
TOPHM MOXeT OnNTh rpaxzaHuHd Joboli oTpaHuW), &ro agpec, CyTh pJjesaa, a
TaKxXe HOMEep U JlaTy D3TOro KOHTpakTa.

Mo noaAy4YeHUH BTOro NMUCbNA-YRQOOMJIEHHS Apyras CTOPOHA AOJKHA B
TauyaHue A0 nuek ganesary coscorce 2p8uTtpa (KOTOpmE HOKST Omtb I pPaxngaHHK
A0BOR CTpaHH) ¥ CooSmuTh NepBOf CTOPOHE B NMCLMEHHOM BHAEe ero ©.H.O.
H afpec.

Ecnu ctTopoHe, oSparTuBmelica B ApSHTPaX, He yAaeTcx HalIBaTh apbur-
Pa B YKalaHHHA CpPOK, TO B 3%TON caydYae apOUTPp (KOTOPHN MOXET OuHTb
rpaxzaHdH JAoboll CoTpals) HazIHaAYadTCA nNpesSHAeHTOM TOPra\sOR paJgaTH
r.Crokronbna, liBenxs, B TeueHHe 30 JHeA nocne npochbSH CTOpoHH, obpa-
THBWERGH B APOMUTPaxX.

HazBauyeHHu? apSUTPp He MoXeT OuTh OTKAOHEH CTOPOHAMH YYACTHHKamu
ATSHTDANwA Nune apéurpcn HMOTYT HASSATE TFTpeThel'vo apbnTpa (xoropun noxeT
SurL TOANRANYN ARSoE OTnRle) a

Ecnu apbutpaM Ha yIaeTCHA NMDUATH X CorfJaleHHI B OTHODNGHHD K2NGHE-
JATypH TpeThero apSurpa, NOC/AESNHHA NO npockBe CTOPOH HAIHAYAETCH INpe-
3UeHTeM TOpPropof nanaTH . CrokroampMa, HBeuds. HazHadeHHWRA apburTtp He
HOX&T OHTbL OTK/AOHGH CTOPAGHAMM.

Powenue ApSUTpaxa MPHMHUHAETCH OONBWMHCTBOM IOJIOCOM AapOHTPOB Ha
OCHOE® ¥ B paNKaX MAT@PHAJIOE HACTOAWETO KOHTPAaxXTA.

Pemneuue [oAXHO OmThL MOTHDHpPOBaHHWM M KPOME& TOrQ COAEepPXaThb YyKala-
HUA Kax JoaxHH GHTP NONENeHN Mexjy CTOPOHAMK PACXOAbL, CBA3AHHHNE C HMX
cbpanennen B ApSUTpax.

PemenHe ApSurpaxtoro Cyaa AonxHO OBHTE BhHHeCEHO O BO3IMOXHOCTH B
TQUEHHE 6 MEeONLeB € JarH HAYANd JacelnaHHA ApSGurpaxHoro Cyna, OOAXHO
SHTE OKOHUATEABHMM M OSS3ATENLHHM K HCONO/IHEeHur Aa8 000MX CTOPOH.

OTHOW@HHA CTOPOH, KOTOPHE HE OrOoBOPeHN HJAM Heé NOUIHOCTLIO O OBOPEeHN
HaCToOSmOUM KOHTPAaKTOM, AOJUKHB pPerynHpoBaTRECH TIPpUHATHMHA HOpPXaHH

ﬂﬂﬂl"ﬂl’ﬂ.n "':}':;Cv.uoi-ﬁisrv BaTa

IIpuKeHEeHHE MpPaBMa KORPAUKTA MO JIAKOHY MCKMOYESHO.
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11.1. TNloxynaTens rapaHTHpPyaT CcoxpaHeHHe npar COSCTBEHHOCTH Ilpo-
JaBua Ha HaTepuas oSpazia ¥ TeXHONOTHMD ero HIroToOBRASHHA, a ra;:xe Ha
apbyn HHPOpNAUMK Nepénasacmyo lloxynarTenaow H onpegeasenyr lpozasByoM Kak
XOHPHABHUHANLHYD . HE OfHa HB CTOPOH He BNpaBe NepeaBaTh CBOH JnpaBa H
ofSasaTeslbCTRBA, npenybuorpeuuue HACTONWMK KOHTPAKTOM, TPEeTbMM /AHUaMX, 3a
HCKJIOUYEHRHEN BAKOHHHX NPaBONPHOMHHKOB CTOpPoH, 063 NHChHEHHOro corJacus
APYTOR CTOPOHH.

1l1.2.HacTosuufl KOHTPaKT BCTYMNaeT B CHAY C MOMERTa MNOANHCAHHA €ro
CTOPOHaMM M J&GCTBYEeT [0 NOAHOTC BHNOAHeHHST Oo8s3aTenbcTp CTopoBaM#.
[0 COTNANEHMO CTOPOH KOHTPAKT NoxeT OHTh NpO/AOHIMPODAH .

11.3.0eAcTBue ubuwpaxra uoxeT OLThL NPOKPameHC B OAHOCTOPOHHEM
MOPALKE OOCPOYHO B CJydYae HEBHNOQ/JHOHKA OJHOW M3 CTOPOH CBOHX obaza-
TensCTB B TeudeHue 3 MecsyeB. [IpK 3ToM, BHHOBHAR CTOpoHa obOA3aHa BO3I-
MEeCTHTh APYrof cTopoHe YOHTKH. [log yOMTKaMM OOHMMAOTCS TOJILBKO NpsAMbe
pacxoznu, KocBeHHma YEORTKY K YNYWeHHAs BuMroZa BOGMEQESHHD He nonJaeXar.

i1 .4 .0oCne nogNMMUCAHMA HACTOAMWMESIO XOHTPAKTa BCE CCHJ/IKH HA HMeBIHEe
NEeCTO paHed NeperoBCOPH H NEPEeNHCKY CUYHTAKRTCH HeAeRCTBHUTEeJbHHMH .

11.5. Bce UINQHGHHN UM JONOAHCHUA K HACTOAWeMy KOHTPAaKTY Oyayr
WRe1D Cndily , ©CAM OHM COBEplleHH B NMUCHMEHHOR QOpNe W nMoaANHCAaHN YNOAHO-
MOYEHHMNM TNPeACTABHTENIANH CTOPOH.

11.6.HacTosmuft XKOHTPAKT COCTAB/JAGH B 2-X DK38MMASPAX HA PYCCKOM U
AHIAMACKONK SI3HKAX 1O OAHOMY JKiaemnaspy AAX KaxAOA CTOPOHH, IMNMPpH4YeHM BCe
SKSEeNIUISPH HMeT OOHHAKOBYLD CHay.

11.7. HaoctrosmuM KOHTRAaxT BNEeGTE C DDHAOKEHHAMM conenwuT

52 CTPaHUY.

CoBepmaHO B I'. MOCKBE POCCHACKAA QEeACPALMA. « v coceavesesses19930,
KoHTpaxXT BCTynaeT B CHAY € AATH €ro NOANMCaHMs .

" " 199__r.
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Contract No. N-108 K

The scientific-production association "lLuch," being a legal
entity according to the legislature of the Russian Federation,
operating through its division = NTTs "Istok," henceforth named
the "Seller," on the one hand, and the American association
"Space Exploration Associates," being a legal entity according to
the legislature of Japan, henceforth named the "Buyer," have
entered into the said contract as described below.

Objective of the contract.

The Seller will fabricate and deliver to the Buyer a single
specimen of a W-Ta monocrystallic alloy, 3.5 cm in diameter and
10 cm long, and the Buyer will pay for its fabrication and deliv-
ery.

Article 1. Obligations of the parties.

1.1. The Seller will fabricate in accordance with the Appen-
dix, which is an inseparable part of said contract, one specimen
of a monocrystallic W-Ta alloy, 3.5 cm in diameter and 10 cm
long. The Seller will deliver to the Buyer one specimen of the
monocrystallic W-Ta alloy within 120 days from the date of con-
tract signature on the terms . . « « ¢« ¢« « « & o

1.3. The Buyer will within 10 days conduct an examination of
the specimen and inform the Seller of the results. In the event
that in the course of this time period no communication is re-
ceived from the Buyer regarding defects, the W-Ta specimen will
be considered as accepted by the Buyer.

1.4. The Buyer will within 10 days from the receipt of the
W-Ta specimen pay the Seller for the delivery of the specimen.

1.4. Delivery date. The specimen delivery date will be
considered as the date of the aviation bi11 of lading at the
atrport 1n the city ofs o « o o o

Article 2. Contract cost, sequence of interrelated calculations.

2.1. The total cost of the contract is US $12,000.
The cost of a single specimen is US $12,000.

2.2. The cost includes the cost of fabricating the specimen,
packing, labeling, expenses for transportation to the airport in
the city of . . . ., insurance charges, payment of customs duties
and customs services in Moscow. Payment of customs duties and
other payments in the USA are the Buyer's responsibility.

2.3. The cost is firm and not subject to change.

2.4. Bank expenses in the territory of the Russian Federa-
tion are born by the Seller, in US territory - by the Buyer.

2.5. In the event of a delay in payment, the Buyer will
incur a cost of 0.05% of the payment sum for each day of delay,
but not more than 5% of the payment sum.

2.6. In the event of a delay in receipt of the specimen by
the Seller, the Buyer has the right to deduct 0.05% from the
payment sum for each day of delay, but not more than 5% of the
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payment sum.

Article 3. Packing and labeling.

3.1. The specimen must be packed in a packing that will
protect it during transportation.

3.2. Labeling must be done with indelible dye in English and
contain the following information:

Made in the Russian Federation

Manufacturer

Address of manufacturer

Contract No.

Gross weight

Net weight

Destination point

Address and name of freight recipient

If necessary, the package should have special markings:
"top," "bottom," "do not tilt," "handle with care."

Article 4. Surrender and acceptance of merchandise (manufactured

item) .

The merchandise (manufactured item) is considered delivered
by the Seller and accepted by the Buyer:

- in regard to quality - when in compliance with the Re-
quirements as set forth in the Appendix,

- in regard to quantity - when in accordance with the quant-
ity indicated on the merchandise transportation manifest.

After dispatch of the merchandise, the Seller will inform
the Buyer via telex (fax) of its dispatch within the third day
with specification of the dispatch route number.

Article 5. Payment.

Payment for the merchandise (manufactured item), supplied in
accordance with said contract, must be made by the Buyer to the
Seller's account, Beneficiary: Research Centre "Current Sources”
(ISTOK), Podolsk, Russia, Account # 07003021/211.

Bank of the beneficiary: Unicombank, Moscow, CHIPS UID 319546
(Unicombank Podolsk: Komosmolskaya st. 46, Tel: 137-97-71).
Via: Account # 04-095-713 with Bankers Trust Company,

PO Box 318 Church Street Station, New York, 1008.

Tel: (212) 250-2500

Contact person: Virginia Rose, in Money Transfer Department.

Article 6. Confidentiality.

6.1. A1l information on fabrication design technology,
conditions of exploitation and application disclosed by the
Seller within the framework of the said contract must be consid-
ered as proprietary. The Seller is obligated to take measures to
protect the indicated information and not transmit it to a third
party. These obligations do not pertain to information from open
sources.



6.2. The Seller is obligated to bind a third party, which
participates by necessity in the fabrication or in the examina-
tion of the specimen in accordance with the said contract, to the
obligations mentioned in this Article.

Article 7. Warranties.

7.1. The Seller's warranty on the pertinent specimen re-
quirements as stated in the Appendix will be in effect for 12
months from the delivery date.

7.2. If in the course of the warranty period the specimen is
not found to be within specifications, the Seller is obligated to
replace the defective part at his own expense within 10 working
days.

7.3. At the Seller's request and at his expense the Buyer
must return the defective part to the Seller.

7.4. The warranties do not extend to losses associated with
carelessness, incorrect storage, unintended uses.

Article 8. Complaints.

8.1. Claims regarding the quality of the merchandise (manu-
factured part) can be presented by the Buyer to the Seller only
if the quality of the merchandise (manufactured part) does not
satisfy the requirements as stipulated in the said contract.

8.2. Claims regarding quantity can be presented by the Buyer
to the Seller only in the event of the discovery of a shortage
inside the manufacturer's package and with the package showing no
evidence of previously having been opened.

8.3. These kinds of claims are to be in writing by drawing
up a statement with the participation of a Seller's represen-
tative, or with the consent of the Seller, a representative of a
neutral inspection organ in the Buyer's country.

8.4. The Buyer has the right to present claims to the Seller
relative to quality within 10 days following the date of receipt.
Claims will not be accepted after the expiration of the above
stated time period.

8.5. Claims must be forwarded by registered letter with the
inclusion of all necessary documentation to substantiate the
enclosed claim.

The above mentioned letter must contain the following attributes:
contract number and transmission date of documentation, date of
arrival and inspection of the merchandise (manufactured part),
quantity of merchandise (manufactured part), the specifics of the
claim. The Seller has the right to do an on the spot check of the
particulars of the claim presented.

Article 9. Force majeure circumstances.

9.1. The parties are relieved of responsibilities for par-
tial or complete non-fulfillment of the terms of the said con-
tract if due to insuperable forces (natural calamities, the
effects of war, sabotage, decisions of governmental bodies,
etc.), which the parties are unable to influence by reasonable
means.
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9.2. A party finding it impossible to discharge the respon-
sibilities in accordance with the contract is obligated imme=-
diately (but no later than 5 days) to inform the other party of
the advent of an insuperable force. Thereupon, the period of
fulfillment of the contract responsibilities will be extended for
a time proportional to the duration of such an insuperable force.

9.3. Proof of the existence of such circumstances will be
attested to by appropriate chambers of commerce of both parties.

9.4. If these circumstances will last longer than 6 months,
then each party has the right to cancel the said contract, and,
in this case, neither of the parties has the right to demand any
Toss compensation from the other party.

Article 10. Arbitration.

In the event of disputes between the parties and/or discord
beyond or in connection with the said contract, the parties will
do everything possible to resolve them through negotiations.

I1f the parties fail to settle disputes and/or discords
through negotiation, these disputes and/or discords must be
submitted without any legal appeal for arbitration in Stockholm,
Sweden.

The trial will be conducted in the following manner:

‘the party intending to turn to arbitration should notify the
other in writing of his action by indicating the name of the
arbitrator (who can be a citizen of any country), his address,
date of action, and also the number and date of the said con=-
tract.

Upon receipt of this written notification the other party
should within 30 days designate his arbitrator (who can be a
citizen of any country) and inform the first party in letter form
of his name and address.

If a party, having turned to arbitration, does not succeed
in designating an arbitrator within the designated time period,
then in this case the arbitrator (who can be a citizen of any
country) will be designated by the president of the Chamber of
Commerce in Stockholm, Sweden, during the 30 days following the
request by the parties that are turning to Arbitration.

The designated arbitrator cannot be declined by the parties
participating in Arbitration. The two arbitrators can designate a
third arbitrator (who can be a citizen of any country) in the
course of 30 days after their appointment.

If the arbitrators do not succeed in coming to agreement
regarding the candidature of the third arbitrator, the latter is,
by request of the parties, designated by the Chamber of Commerce
in Stockholm, Sweden. The designated arbitrator cannot be de=-
clined by the parties.

The Arbitration decision is my majority vote of the arbitra-
tors based on and within the framework of the materials of the
said contract.

The decision must be justified and in addition contain
instructions as to how the expenses associated with the Arbitra-
tion are to be divided between the parties.

The decision of the Arbitration Court must be rendered as
far as possible within 6 months from the date the Arbitration
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Court is seated. It should be final and obligatory for implemen=-
tation by both parties.

The relationship of the party which is not stipulated or not
entirely stipulated by the said contract should be governed by
established common Swedish property law.

The application of the rule of conflict is in accordance
with exclusivity law.

Article 11. Other conditions.

11.1. The Buyer guarantees the preservation of the property
rights of the Seller to the specimen material and its fabrication
technology, and also to any information transmitted to the Buyer
and determined by the Seller to be proprietary. Neither of the
parties has the right to turn over its rights and responsibili-
ties as stipulated in the said contract to a third party, with
the exception of legal representatives of the parties, without
written agreement between both parties.

11.2. The said contract enters into force at the instant it
is signed by the parties and remains in effect until the respon-
sibilities of the parties are carried out. Contract extension
can be made by agreement between the parties.

11.3. The operation of the contract can be terminated uni-
laterally ahead of schedule in the event one of the parties fails
to discharge its repsonsibilities for a period of 3 months. In
this event, the party at fault is obligated to recompense the
other party for losses. Only actual expenses are considered as
losses, there is no liability for indirect losses and loss of
profit.

11.4. Upon signing of the said contract all references to
previous negotiations and correspondence are considered null and
void.

11.5. All changes and additions to the said contract will be
in force if they are accomplished in written form and undersigned
by the authorized representatives of the parties.

11.6. The said contract is drawn up in duplicate in the
Russian and English Tanguages with one copy to each party, each
copy having equal validity.

11.7. The said contract together with the Appendix contain 9
pages.

Accomplished in Moscow, the Russian Federation, 1993.
The contract becomes effective on the date of signing.

199 .

Page 8 lists the Legal Addresses of the Parties and is self-
explanatory.

The Russian signer on behalf of NTTs "ISTOK" and NII NPO “Luch"
is Yu. V. Nikolayev.
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APPENDIX

TECHNICAL REQUIREMENTS
on the monocrystallic specimen
of W-Ta alloy

1. Content in the alloy of the alloying component Ta: 1.5 £ 0.2 %
by wt.

2. Possible orientation of the monocrystal: <110>. The allowable
deviation from the axis of orientation is up to 5°.

3. The content of basic impurities in the alloy does not exceed:
(in % by wt.)
Material Cc 0 N Me

W-Ta ~1.10"2 ~1-.10-3 ~1.10"% ~1.10-1

4. The allowable angle of mutual disorientation of the subgrain
is up to 4°.

5. Deviation in specimen dimensions : diameter - 3.5 * 0.1 cm
length - 10.0 £ 0.2 ¢m
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