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lo ACKNOudLIDGMFNT< A vendor shall mention this specification number in all 
quotations and when acl~o~vledging purchase orderso 

2o APPLICATIONs Joining iron, copper D  nickel.and cobalt alloys a by the use of silver . 
a oys where joints having high strength up to 800 F are requiredo 

3o PROCESS REQUIREI~~NTS e 

301 Surface Condition: The surfaces to be joined shall be clea,n prior ~to assemblyo 
Sur aces sha not be highly polishedo 

302 Fluxings IInless ga~~ou~a flux is used in conjunction with furnace bs°e:zinga 
auitable paste or liquid flux shall be applied so that the surfaces to be 
joined are complete].y coated, 

3a3 Assembl s Th~ parts to b~ joined shall be assembled so that the clearances 
be een mesti~g sux°faces are within the tolerances specified on the drawingo 
(Notes A clearance of 0;0015 inch on a side is consid~ered optimumo) The 
assembly should be supported so that the parts will be in proper aligrIInent 
after brazingo 

304 Brazing ~e.terials Unless othez°wise specified D  sil~aer brazing alloy shall conf 
to 	77 o ufficient brazing slloy shall be placed withina  or in close 
proximity to a  the jointo 

305 Joini 	Unleas otherwise specified a  heating and joining may be effected by 
any of the following methodss furnace 9  electrical induction9  electrical 
resistance 9  molten salt9  molten brazing a11oyD  ~orch or burnsro Furnace brazing 
shall be performed in a suitable protective atmoshpereo Parts shall be heated 
until the bx°azing alloy melts and the joint is formedo Further, heating shall 
be held to-a minimumo The temperature to which joint areas are heated will 
vsry vaith the method of heating and the flwc used but should not exceed 1725 Fo 
Furnace bs°azing and immersion brazing may be used only ~ahen hardness of detai~ 
parts vaill not be reduced below the drawing limitso 

306 ~Cooli s After b~azing a  and prior to handlin~, assemblies sha11 be cooled f'ox° 
a sufficient time to ellaw the bra2ir~ alloy to solidify and in such a manner 
as ~o px°event cracks and minimize internal stress y  dis~or~ion and scalingo 

, 30? Flux Removal: Aftex° brazing and coolir~ 9  flux shall be removed from the parts 
y a method not injwc°ious to the specifi~cl swc°face finisho 

4a QUALITYe 	• 	- 

401 Visual examination of joints shall show at all joint edges a complete line or 
ring of sil~ver brazing m~t~a°iala 
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