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S ILVIIt BRAZ ING 

lo ACKN04"lLIDGfl~NT: 	A vendor shall mention ~his specification number and its 	' 

.a.- revision letter in all quotations and when acknowledging purchase ordarso 
•; ~~-,; 

~E•' ` ?'Evg 2o APPLICATIONs 	Joining iron9  copper and nickel alloys by the ~se of silver b~°azing 
a 	oyse 	" ~~oo  

s~om 
~ ~~~ 3 o PROCESS RF;QU IRF~.4ENTS s 
ooao, 
Qoc~ 
°=~ ` ~ V O.' 3al Surface Conditions 	TYie surfaces to be j oined shall ba clean prior to assemblyo 
~5`° s ur aces shall not be highly polishedo 
E~~~ 
ommo 
~EZ- 302 Fluxing: 	Unless otherwise specified a  flux conforming to A'LS 3410 shall be 
m~~E~ app~i'iec~ so that the surfaces to be joined are completely coatedo 
V d O ~ 

o °» ° ~~=; 3a3 Assembl 	The 	arts to be Y~ 	p 	 joined shall be assembled so that the clearance 
a~oE between matin~ surfaces ar~e within the tolerances specified on the drawingo 
m»~~ (Notes 	A clearance oF Oa0015 inch on a side is considered optimum)o 	The 
na~ ,~ assembly should be.suppor~ed so that the parts will be in proper ali~rimen~ 
~~ after br~,zir~o 	 ' 

~ g~ 	304 Bx°azing I~iaterials Unless othea~ia~ specified a  silver bra2in~; alloy shQll conforn 
P~ `~ 	 to ~.25 4770a Sufficient brazing a11oy shall be placed within a  or in close ~o°~ 
~-•~n 	 proximity to 9  the jointo ,~r,,. 
cE«~ 
m~o 	305 Joining: Unless otherwise specified D  heating and joinin~; mA,y be effected by any 

; o  " 	 of the following methodss furnace~ electrical induction a  electa°ical resiatancea 
o„a~ 	, molten salta molten brazing a11oy D  torch or but~nero Furance brazii~ shall be 
~~d~~ 	 performed in a suitable protecti~e atr.ioshpereo Parts sha11 be,heated until the rdow 
~~~~ 	~ brazing; alloy mel~~ and the joint is formedo Further heating shall be held to a 
ao;; 	 minimumo I'or furnace heati the furne,ce tem erature duri braz' - - 	 ~ 	 P 	 ~ 	~ng shall not 
~•~~ E > 	exceed 1350 F unless otherr~rise specifiedo For inmersion heatin~ the temperatuz°e a ow~_ 
~;~a 	of the irnmeraion mediutn shall not exceed 1250 F~ unless othervrise specifiedo 
~~ '~ 	Furnace brazing and inanersion brazing may be used only v~hen hardness of the ~._o .o~o 

a„ ", 	 detail parts w ill not be reduced below the drawin~ limits.. 
=d°~ v • -̀'  E 

~~~~ 306 Coolinge 	After brazing y  and prior to handling y  assemblies shall be cooled ror a 
8=~~ sufficient tirne to allovr the brazin~; alloy to solidify and in such a manner as to 
a;ri  prevent cracks and minimizo internal stress n  distortion and scalin~o ~~~_ .~ 	9 0 

~'~~' ~~~ a 30? Flux Removal: 	After brazing and coolin~ D  flux shall be removed from the parts 
~~a,oda  by a method not injurious to the specified surface finisho > m~.o 
.r.moE 
oo~~ 4o QUALITY o  
^ c E ;  .  

.°.~~~ 4aI Visual examination of joints shall shaw at all joint ed~es a complete line or 
st~ rizig of silver brazing materialo 
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