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| COPPER FURNACE BRAZING o
Corrosion and Heat Resistant Steels and Alloys
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APPLICATION: For joining corrosion and heat resistant steels and alloys. Not
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3.
3l

3e2
3e3

3.4

345

3e6

3e7

348

recommended for use on parts which will operate at over 1000 F or where high

PROCHSS REQUIREMENTS$

Surflace Conditions The surfaces to be joined shall be clean

prior to assembly.

" Fluging: Flux shall not be used unless permigsion be obtained from purohéser.

befdre brazing.

Assemblx:

will

Braz

The parts to be joined shall be assembled so that
Thende is metal to metal contact between mating surfaces and
of the components does not ocour during the brazing operatig
be in proper alignment after brazing. '

ing Material: The brazing material shall be copper conf]
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o ANS 4500 and of oxygen=free type. Then permitted by g
copper paste may be used. Sufficient copper shall be

cloge proximity to the joint.

Joirling: Heating shall be performed in a furnace with e sui
atmpsphere at a temperature between 2000 F and 2250 F. Part
1 the copper melts and the joimt is formed.
The protective atmosphere in the furnace shal
character that the steel will not be scaled, carburized, exd
burized, .or-excessively nitrided. o
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Coolingts After brazing, assemblies shall be cooled in such
vent i i i

tione.
" shall be done in a suitable protective atmosphere.

)¢ and decarburiza=

Cooling from the brazing temperature to below the scaling temperature
If hardening is to be exe=

cuted in conjunction with brazing, cooling procedures may be revised aocordinglye

Flux Removal: After brazing and cooling, flux if used, shall be removed from

The parts by a method not imjurious to the specified surface finish.

Heat Treatment: Where hardness is specified for the brazed assembly and heat

Treatment is required, such heat treatment shall follow the brazing operation.
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