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Introduction
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(1986) ¥ A.C. Chilton A.S Wronski R.D. Mottram
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(AISI 316)

(D)
X-Ray)
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(K-type)
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(AISI 304L)

AISI 304L 1)
Element|
%C |%Mn| %Si | %P %S| %Cr | %Ni [%Mo|%Cu|%Al|%Fe
Materia
Type
Stainless |0.03| 1.48 | 0.58 (0.025/0.01/18.33| 8.37 | 0.2 | 0.19 |0.01 | Bal.
Steel
304L
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(2)

Brazing Filler
Metal

Nominal
Composition wt
%

Melting °C

T
solidus

T
Liquidus

Brazing
Temperature
Range’C

DIN L-Ag20Cd

20Ag,40Cu,
25Zn,15Cd

605

765

775-785

AWS RBCuZn-C

46-50 Cu, Zn rem
,0.8-1.1 Sn , Mn
0.01- 0.5 ,Pb 0.05,
Al0.01, Si 0.04-
0.15, 0.5 Other
element

866

888

910-954

AWS RBCuZn-D

46-50 Cu ,Zn rem
, Ni 9-11, P0.25,
Pb0.5, Al 0.01,Si
0.04-0.25, 0.5
other element

921

935

938-982

AWS BCu-1

99.9 min Cu,
0.075P ,0.02Pb
,0.01A1,0.1 other
element total

1082

1082

1093-1149
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(AISI 304L)

3)
Brazing Cycle | LAg20Cd RBCuZn- | RBCuZn- BCu-1

C D
780°C Smin *
10min ®

950°C Smin *
10 min *

975°C Smin *
10 min *

1125°C
Smin
10 min

Results and Discussions

(AISI 304L)

(99.9%Ta)

(DIN L-Ag20Cd)

(78045°C)

(5,10min.)

Similar Joining

(5min.)

(columnar intermediate compound)

&) (4 )
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(7800C) (10min)
(5min)
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(87- )
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[13]

95
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[4]
(4.4mm/mm.’C)
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6 4 ) (10min)
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(Smin) (780°C) )
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(4)
(L-Ag20Cd)
Shear Strength MPa Brazing Conditions
77 780°C/5min
61 780°C/10min
®)
(L-Ag20Cd)
Shear Strength MPa Brazing Conditions
55 780°C/5min
47 780°C/10min
AWS RBCuZn-C -2
( 950+5)
.(10,5min.)
- (5min.)
.(a —Brass) (-Brass /)
.(10,9- )
(10min)
- (12,11- )
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(1125+5°C)

(13] Dixon
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B —Brass n Phase
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Ta
B —Brass o Brass
Phase Phase
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a — Brass
Phase

(10min) (950°C) 11
(X250)(AWS RBCuZn-C)

a — Brass

(950 oC) (12)
(X500)(AWS RBCuZn-C) (10min)
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(6)
(RBCuZn-C)
Shear Strength MPa Brazing Conditions
88 950°C/5min
81 950°C /10min
™)
(RBCuZn-C)
Shear Strength MPa Brazing Conditions
54 950°C/5min
47 950°C /10min

(9750C) (15)
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(233MPa)
AWS BCu-1 AWS RBCuZn-D

.(23,22- )
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(11250C) (18)
(X250)(AWS BCu-1) (10min)

Ta
Intermetallic
Compound
304L St.st
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(X500)(AWS BCu-1) (5min)
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(10)
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Conclusions

(DIN L-Ag20Cd, AWS
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