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A study on Diffusion Brazing of Stainless Steel and Cu using Cu-Mn-Si
Insert-alloy
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STS/STS

(a) 900C, 5MPa, 30 min,

(b) 1000°C, 5MPa, 30 min. (b} 30 min.

Photo.l Microstructures of STS/STS joints Photo. 2 Microstructures of Cu/Cu joints
made with Cu-7.5Mn-7.5S5i Filler made with Cu-7.5Mn-7.5Si Filler
(800°C, 5MPa)
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Fig.1 Hardness distribution of Cu/Cu joint
(800°C, SMPa)
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Fig.2 Tensile Strength and Joint Efficiency of joints
made with Cu-7,5Mn-7. 5Si Filler
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