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Lot Pr.-hr. | Ry (N/mm) Lot  Pr.-Nr. | R (N/mm2)

TiCuNi  AOT 573.0 AgCuPd  BO3 328.2
A3 367.8 B52 328.0
A4 353.4 BS3 279.0
AOS 788.7 B54 205.0
A7 290.0
A08 422.6 Aghls  COl 406.0
A9 412.0 c52 283.0
A2 452.7 c53 393.0

A199.9  DS4 168.0

Table 1 Tensile Strength of TiAl6V4 Jeints with Al-, Ag-,Ti-base Filler Materials
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Fig.1 Cerresion Resistance of various TiAl6V4 Joints with Potentiedynamic Test
¢ NaCl Selutien 20 g/1, Room Temperature)



Fig.2 Microstructure of brazed Joint with Pure Aluminium (710 C, 10 min.)

Fig.3 Microstructure of brazed Joint with Ti-Cu-Ni (950 C, 10 min.)



Fig.4 Microstructure of brazed Joint with Ti-Zr-Cu-Ni €930 C, 10 min.)



