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ACKNOWLFDCMENT: A vendor shall mention this specification number and its
revision letter in all auotations and when acknowledging wurchase crders,.

APPLICATIONs Primarily for joining corrosion and heat resistant steels and
a P may also be used for joining carbon and low alloy steels,
Recormended for use on assemblies which will operate at combinations of
stress and temperature too high for copper brazed joints.or where corrosion
and oxidation resistant joints are required,

PROCESS REQUIREMENTS:

Sprface Conditions The surfaces to be joined shall be clean prior to
ssembly. Surface roughness of approximatély 125 microinchgs, rms, is
sirable, particularly when brazing alloy is applied by sprnaying, but is

t required. If clearance between mating parts will be leds than 0,002 in.
i a side or if joint length is over 0.5 in., mating surfacds should be
pughened by blasting with steel or{iron shot or grit or with silicon care
ide abrasive, or by straight line knurling, If surfaces arfe prepared by
lasting, use of abrasive with.particle size approximately fhe same as SAE

D or SAE 120 cast iron grit is recommended, and residual atrasive shall be
emoved from surfaces to be'joined before they are assembled. Blasting

Lth sand or zirconite shall not be used for final cleaning or surface
reparation,

gE 3o TH oSN A

Fluxings Flux shall not be used unless permission be obtaired from pur=
chaser before brazing,

Agsemblys _The parts to be joined shall be assembled so thatl the clearance

bgtween mating surfaces is within the tolerances specified on the drawing.,

(Jote, _€Clearance of approximately 0,002 in. on a side is recommended.)

The assembly should be supported so that the parts will be proper align-
ment \after brazing.

Brazing Materials Nickel brazing alloy shall conform to AMS L4775 unless
another brazing alloy such as AMS L777 or AMS 4778 is reauired by the drowiny
Sufficient brazing alloy shall be placed within or in close rroximiiy to the
Jjoint,

Joining: Heating shall be performed in a furnace with a suitable protective
almosphere free from sulfur compoundse. Alternatively, heating may be by
induction, using a suitable protective atmosphere in a jacket surrounding the
work, A dry hydrogen atmosphere with dew point not higher than -0 ¥ ig
recommended but is not a requirement of this specification. The brazing
temperature range shall be from 25 F above the actual liquidus to 200 F

above the maximum liquidus specified for the brazing alloy used, Parts shall
be heated until the alloy melts and the joint is formed., After the alloy
melts, heating may be prolonged up to 30 min, at heat to aid solution, but
washing of joint shall be avoided.

Copyright 1955 by Soclety of Automotive Engineers, Inc. Printed In U. S. A,


https://saenorm.com/api/?name=e14a36bbf1c8dfef8ab4e794096c4fab

