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AERONAUTICAL MATERIAL SPECIFICATION : AMS Z~C 71 . 
Societ~►  of Autoa~otive Enaineera, f nc. 

291~Vest 39th Street 	 i•,ued 12-1-51 

. 	, 	New York City 	 Re~~s~d 
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COPPER FURNACE BRAZING 	 ~ 
Corrosion and Heat Resistant Steels and Alloya 

l. ACKNO~~VLEDGMENTt A vendor shall mention this specification number in a.11 
quotations and when aclaiowledging purchase. or~9rs. 

2. APPLICATIONt For ~oining corrosion and heat resistant steels and alloys. Not 
recozmnended for use on parts which will op.erate at over 1000 F or where high 
strongth joints are required at temperatures over ?OO F. 	 . 

3. PROCESS REQUIREI~NTSs 

3.1 Surface Condition t  The surfaces to be joined shall be clean prior to assembly. 

3•2~ Fluxin ~t Flux shall not be used unless permisaion be obtained from purahaser. 

before brazing. 	 , 

3•3 Assemblyt The parts to be joined shall be assembled so that, if practical, 
there is metal to metal aontact between mating surfaoes arid relative movement 

of the components does .not ocour during the brazing operation so.that the parta 
vwill be~in proper alignment a£ter brazing. ~~ 	 ' 

3.4 Brazing Material= The brazing.material shall be copper aonforming to AMS~4701~ 
or .to Ai1QS 4500 and of oxygen-free type. u+hen permitted by purchaser, a euit- 
able copper paste may be used. Sufficient copper shall be plaaed within or.in 

alose proxi.mity to the ~oint. 	 ~ 	 ~ 

3.5 Joinin : Heating shall be performed in a furnace with a suitable proteative 

. 	atmosphere at a temporature b.etween 2000 F and 2250 F. Parts shall be heated 
until the copper melts and the joint is formed. r~urther heating shall be held 
to a minimum. The protectiv~e atmosphere in the furnaae shall be of 'suoh e~ 
charaoter that the steel will not be saaled, carburized, excessively deaar- 
burized, or excessively nitrided. 

3.6 Coolin s_ After brazing, assemblies shall be cooled in such a manner as to pre- 
vent oracks and minimize internal atress, distortion, scaling and decarburiza- 

~ tion. Cooling from the brasing temperature to below the scaling temperature 
shall~ be done in a suitable protective atmosphere. If hardening is to be exe- 
cuted in con~unation with brazing, cooling procedures me,y be reviaed aoaordingly. 

3.7 Flwc Removal: After brazing and cooling, flux if used, ahall be removed froan 
the parts by a method not injurious to the speaified surfaae finish. 

3.8 Heat Treatment: ~Vhere hardness is speaified for the brazed assembly and heat 
treatment is required, such heat treatment shall follaw the brazing operation• 

~ Co prrlaht Z9F1 bY Soolsty  of Automotive EnQineers. Inc. 	 Printed In U. S. A. 
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