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OOPPER FURNACE BRAZING 
Corrosion and Heat Resistant Steels and Alloys 

1. ACKNOWIEDQ+lEI3Ts  A vendor shall mention this specification number and its 
revision tter in all quotations and when aclmowledging purchase orders. 

2. APPLICATION: Fbr 3oining corrosion and heat resistant steels and alloys. Not 
recorrnnended for use on parts ~ich will operate at over 1000 F or where high 
strength ~oints are required at temperatures over ?00 F. 

3. PfiA CESS RDQOI~.Rfl4ENTS : 

3.1 Surface Condition: ~e surfaces to be joined shall be cl~ean prior to assembly. 

3.2 Fluxings Flux shall not be used unless permission be obtained f~om purchaser 
efore ~razing. 

3.3 Assemb s The parts to be joined shall be assembled so that, i~ pract~ical~ 
ere is metal to meta.l contact betwoeen mating surf'aces a~d relative m4vement 

of the compdnents does not occur during the b~azing operat,zon so that the parts 
Wi.11 be in proper alig~rtient after brazing. 

3.l~ Brazin Material: Zhe brazing material shall be copper conforming to l4MS 1~00 
~ or 	. 	en peradtted by purchaser~ a suitable c:opper paste may be 

used. Sufficient copper shall be placed within or in close proximity to the 
joint. 

3•5 Joining~ FIeating sha11 be performed in a furnace with a suitable protective 
atmosphere at a temperature betWeen 2000 F and 2250 F. Alternatively~ heat3.ng 
may be by induc tion, using a suitable pro te ctive atmo sphere in a~ acket 

~ surrounding tk~e work. Parts shall be heated until the copper melts and the 
joint is formed. F1~rther heating shall be held to a min~~m+. g~e protective 
atmosphere ~hall be of such a character that the stsel ~rill not be scaled~ 
carburized~ excessively decarburized~ or excessively nit~rided. 

3,6 Cooling; After b~azing, assemblies shall be cooled in such a manner as to 
prevent cracks and ~nimize internal st,ress~ distortion~ scaling, and. de- 
carburization. Cooling f~om the brazing terrg~erature to below the scaling 
temperature shall be cione in a suitable protective atmoshpere. If hardening 
is to be executed in conjunction with brazing~ cooling procedures may be 
revised accordingly. 

3.7 Flux Removal: After brazing and cooling~ flux~ if used, shall be reiroved 
m e parts by a method mt in3urious to the specified surface finish. 

3.8 Heat 'l~eatment: ~ere hardness is ~pecified for the brazed assembly and heat 
.~rea nent is requixed, such heat treatment shall fo.~loW the brazing aperation. 
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