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Microstructures and Mechanical Properties in the
Diffusion Brazed Joints of STS304 using Cu-Mn-Si Filler
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fillerZ A} 3} austeniteA] stainless¢l STS304E 4 ArEALAF)3}o]
Ao =2AEAY JAXELS A4 AEstar

2. BAAY AW

A3t A= austeniteA 304 stainless steel(STS304, 1050T 307t
annealing¥2] QAT 71.8kg;/on’ ) AH23H o0, insert metal2
Cug 7] baseE 319, cu} AEINESt= Mot FANSS Lepl= Si
L z}z} 7.5wtx® A LS}l amorphous foil (&8 :31AAH 730T, <
3 797TC)E A Fste] AE-stdT.
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Aot A8 2 AAFAFA=E Jepa 2t 00T B¢ HITAA
Zt oA ARFEIl 30kg/mm’ (ZAZEL] o 40xFE)d ot APA
Zto] 30EAuf: 42 6kg/mm’ (R ZEL] oF 60%)71x] 2F3] A5t
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o] A=2}2} B];L?f}ﬂ H?‘s}a] Ni-baseQl MBF-20 filler(&§2%: 214
970 T, 4734 1000T)E AHE3to] MUY= 1050TeE F3AIZL 302
2 AT A3} 66.8kg/mn’ (BAZEL] 93%)2] AR AREF A}, o
Cu-Mn-Si fillerZ A}2-3t ZA3}(65.8kg/nm’, B2 =2] 92%)9 A2 &
A}gt Ztxolch. 1@ L} MBF-20 filler: 1050To] A4 &2 HI2 S oA
2t AR 758U Cu-Mn-Si filler: o]lXr} 100CAE W2 950TCUH
1000 Tl M= A2 558 ZEE FABIL A FHdd 4 qldc).
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brazing® 3¢ Z2lo| A wbd | 3082 HIPrIzEe] A9 insertZ29]
A2 AL AW, FPAZo] 240%0] SHH zF die] FUAFI H
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Fig.1 Relation between bondin% temperature and tensile strength of STS304 joints
brazed with Cu—Mn-Si Tillers (holding time:30min., bonding pressure:5MPa)
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Fig.2 Relation between holding time and tensile strength of STS304 joints brazed
with Cu~Mn~Si fillers ?bonding temperature:1000°C,bonding pressure:5MPa)
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