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~EROHAUTICAL MATERIAL SPECIFICATION 

Soceet~ ~ Auto~asote`~e Engine~~, d~ce 
~ 1~Vest 39th Str~~ 

~ew York ~~t~ 

~►MS 2675~ 
la~u~~ ll~lm52 

~evas~ed ~=1=r~ 

1~LCI~L ALLOY BRAZIN~ 

lo ACKrTO? ,?I,1~.D~`rNTe A vendor shall ment~on this specific~ation n~.imber and its 
revision letter in all rn.iota.ti.ons and ~~hen a.clmof~ledgir~ r,urchase c.~~?er.~o 

2a APPLICATIOIV q  Px°imay°i],y ~ox° ~oinirag corrosion and heat resistant sf,eels and 
a oars 9  but may also be used for joining carbon and low alloy steelso 
Recommended for use on assemblie~ which will operate at combinatioras of 
stress arid temperature too high for ~opgEx° brazed 3oints or where ccrrosion 
and oxidaf,ion resistant joints ax°e requix^edo 

3o PROCESS REQUIREMEN'I;io 

301 S'urface Conditions The surfaces to be ~oined shall be clean prior to 
~ssem ~a Surface rr°~ou~hness of approximatel,• 125 microinches e  rms 9  is 
desirable9  paxticularlSr ~rhen brazing alloy is applied by spraying 9  but is 
not, reguireda I -£ clearance be ~reen mating parts will be less than Oo002 irao 
on a side or if ~oint len~th is over Oo5 ino 9  mating surfaces should be 
x°oughened by blasting with steel ox~ iron shot or grit or r~ith silicon car~ 
bide abrasive 9  or b~r ~t~aigh~ line kraurlirago If surface°s are prepared by 
blasting 9  use og  abrasirve with particle size approximate~yy the same as SAE 
50 or SAE 120 cast iron grit is recommended 9  and residual abrasive shall be 
s°emoved from surfaces to be ,joined before they are assembledo Bl.asting 
e~th sand ox° zirconite shall no~ be used gor final cleani,ng or surface 
prepara,tior~o 

302 Fluxirag8 Flux shall not be used urbless permission be obtained from pux°= 
chaser befox~a bra~~rago 

303 Ass~nblys The pax~ts to be joined shall be assembled so that the clearance 
be~e~een mating sur gaces is within the tolerances specified on the drawingo 
(Noteo Clearance o~ approximately OoCO2 iraa on a side is recommendedo) 
The as~embl~r should be suppox°ted so that the parts r~ill be in proper align= 
ment agtex° brazingo 

301~ Bx°azing Materialo Nickel brazing a1.lo~r shall confor~n to AMS 1~775 un].ess 
~ 	ano~hex° braz rag alloy such as AMS 1.~??7 or. ~_~;° Z~??~ _s re?airr.c? :,-- ,,;;~ c~~~;,•_;_., 

Sufficient bx°azia2g allo~ shall be p].aced ~ithin or in closr rro_ti~.;;y+,;~~ t~ ~;,~ 
~ointo 

305 Joini e Heating shall b~ performed ire a fiaxa2ace with a suitable protective 
~ a osphere gree ~x°om sulfu g° compourbdso Alterraativ~e~r 9  heating may be by 

iraductiona  using a suitable protec~ive atmosphere in a~acke~ surx;ourading the 
~rox°1co A dx~r }~qrdrogen atmosphere with dew point not highe~° than ~!~,, ~; ~ 
x°ecommended but is r~ot a x°equiremen~ of this speci.ficationo The brazir~ 
tempex^atux°e range shall ~ grom 25 F above the actual liquidus to 200 F 
aloorre the maximum liquidus specified for the brazing a1Toy usedo Parts shall 
be hea~ed until the alloy melts and the joint is fo~medo After the alloy 
melt~9  heating may be px°olonged up to 30 mino at heat ~o aid solutionfl  bw~ 
~rashing of 3oin~ shall be avoidedo 
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