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(Brazed Bonding of Aluminum to Copper using Al1-Si
Series Filler Metal)
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Table 1 Chemical composition and mechanical
properties of test materials

Chesical conposition(itt)
Si fe Qu ] 4 | T A
0.25 | 040 ) 0.05 ) 0.05 | 005 [ 005 | 0.O3 | Bl
! Nechanical properties
1.5 k. LE
(10a) (%) (X10/C)
100 /i AR
(hemical conposition(ts)
4 fe ’ hi I N k| & P i
0.0004 | 0.0007 | 0.0005 § 0.0019 § 0.0011 | 0.0415 | - Bl
C“ Mechanical properties
1.5 k. LE
() {1 {X108/¢C)
% 5% 16.8

Table 23Chemical compesition of brazing filler metal

Chenical composition(wtd)
Si Fe | Cu ¥ k| D (r Al
8.3- 3.3
0.8 015 | 015 {02 | 015 | Bl
10.7 41
Liquidus Solidus Brazing
teapersture teaperature tewperature
() () (C)
585 51 570-605
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Fig.1 Shape and size of brazed lap joint specimen
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Fig. 2 Variation of joint shear strength with
Ni plating thickness (Al/Cu joint)
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Fig. 3 Micro-vickers hardness distribution of
Al/Cu joint with Ni plating thickness
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Photo. 2 SEM microscopic appearance of reaction
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Fig. 4 The relationship between lap ratio and
tensile, shear strength



