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Table 1 Chemical compositions of Ti-based filler metals
Filler Metals | Ti| Zr| Cu| N i |Liqudus|{Solidus
Type 15100 137.5 |37.5 | 15 10 815°C | 805C
Type 15167 35 35 15 15 820°C | 770C
Type 5000'"} 25 25 50 815°C 780°C
Ti-Cu-Ni? bal 25 15 930°C

note 1)} Amorphous filler metals
2) Laminated filler metal
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