
`~~ ~~~ ~~ ~'~~~~~so~s 	
Bsauod 

i3~(CUH4~9 ~R A984~i~~4029~ ~RBOBW~I~~f~. Ow~. 	45~~ ~~ttlw84on Av~. , 7~~cer Vork 97, R7.V. ~ 6~0e ►ISN ,'.~ 
12-~-47 

2-1.5 -65 

AE O AC 
	

AMS 2670~ 

- c m•. 
s m ~ ~ 
~Ecd 

r E u'0 
~E.° o~oo 

oa-~ 
N ~ ~ NC  
>V mC 

W ry y ~ 
> C vd~~ 

W~~~ 
'~o- 

d:~b v a- - 
u~3~ 
Ev ~_ 
E~va oav10 
~E~— vEEN 
~uE` 
u d V ~ 

A 

A ~ ~ ~ =m 
n:~ > 

m°m 
°c° 'c°E  A~ ~~m 
~ N ~ ~ 
j W O ~ 
~ ¢ m C 
aN v~ 
n ~,t u 
ACe'~d„ 

vg~n C 
~ ~ a:no cvd'r 
NL N 
m° ~a 

~ V _ N 
~ O C CO 

v«ua 
~cd~ 

V ~ ~ ~ 

~ 

~ 

0 	0 
~~~d 

A N ~ m 
U y ~ ~ .~ 

jL ~0 ~~._ 
N ~ 

Q ~ J N 

= c 
E~ 

.:~~> 
i7 O '.: 
L ~ G U _ y 
N T . a 
dd:o y ̀   O ~ >~aa 
o„m 
nN_N 
N A~ yy Ujp 
~~~E . A L 

U~ 
9yW~ 
N O ~ 
o ~.a mrq„ 

N 
U ~ Q ~ -v 

~~d« dcaT 
~v~n Wv~a 
a00„A Nw~r m N 
LvaE 
y~oL O~~- u 0 
MTEL 
~ C 3 

A O N ooa~ 
u G! V .+ 

~n~sn 

~ 

COPPER FURNACE BRAZING 
Carbon and Low Alloy Steels 

1. ACKNOVdLEDGNIENT: A vendor shall mention this specification number and its revision letter in all quota- 
tions and when acknowledging purchase orders. 

2. APPLICATION: For joining caxbon and low alloy steels. Not recommended for use on parts which will 
operate at over 1000 F(538 C) or on parts where high strength joints are required at temperatures over 
70o F ~s7 r c~ . 

3. PROCESS REOUIREMENTS: 

3.1 5urface Condition: The surfaces to be joined shall be clean prior to assembly. 

3. 2 Fluxin~: Past~ or liquid fluxes sha11 not be used unless permission be obtained from purchaser before 
brazing. 

3. 3 Assemblv: The parts to be joined shall be assembled so that the clearances between mating surfaces are 
~ within the tolerances specified on the drawing. The assembly should be supported so that the parts will be 

in proper alignment after brazing. 

3. 4 Brazin~ Material: The brazing material shall be .copper conforming to the latest issue, of AMS 4500 or 
AMS 4701. When permitted by purchaser, a suitable copper paste or copper applied by electroplating may 
be used. Sufficient copper shall be placed within, or in close proximity to, the joint. 

3. 5 Joinin~: Heating shall be performed in a furna.ce with a suitable protective atmosphere as defined in 
~ 	3. 5.1 at a temperature between 2000 F(1093. 3 C) and 2150 F(1176.7 C). Alternatively, heating may be 

by induction, using a suitable protective atmosphere in a jacket surrounding the work. Parts shall be 
heated until the copper melts and the joint is formed. Further heating shall be held to a minimum. 

3. 5.1 Except as specified in 3. 5.1.1 and 3. 5.1. 2, the furna.ce atmosphere for brazing shall be hydrogen of not 
~ 	less than 99. 949'o purity and dew point not higher than -25 F(-32 C) as determined on gas being exhausted 

from the furnace or retort work zone. 

3. 5.1.1 If all oxides and scale are removed from joint surfaces before parts are placed in the brazing furna.ce, 
one of the following atmospheres may be used: 

I2ew Point, max 	 Purity 
Ga.s 	 (See Note 2) 	 %, min 

Argon 	 -35 F (-37 C) 	 99.99 

~( 	Argon + Hydrogen (See Note 1) 	 -35 F(-37 C) 	 (See Note 3) 
Vacuum 	 5- 20 microns Hg 

Note 1. Mixture may be in any proportions. 

Note 2. Dew point sha.11 be determined on gas being exhausted from the 
furnace or retort work zone. 

Note 3. Purity of argon in the mixture shall be as specified above; 
purity of hydrogen sha11 be as specified in 3. 5.1. 

Co~rr18A@ 1965 pb ~ISty  m4 Autoneotho @asino~roi. Iwe. 	 c~.iwc.~ iw u. a. a 

SAENORM.C
OM : C

lick
 to

 vi
ew

 th
e f

ull
 PDF of

 am
s2

67
0d

https://saenorm.com/api/?name=557c02c99887e9bfc7892cef53936ab5

