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Table 1 Chemical Compositions of the Contact Tips (Wt.-%)

T F Cr Oz N2z Cu

Arc Melted 46.5 0.05 0.003 Rem.
Dry Sintered 548 0.06 0.002 "
Sintering Infiltrated 509 0.04 0.003 "
Req. 46~52 0.060] 8 0.003¢] 3} "

Table 2 Hardness and Density

Hardness (Hv 5)
F S Density
1 2 3 4 5 6 7 8 9 10 av,

Arc Melted 124 1124 | 127 (127 | 125 | 117 | 115 | 115 | 123 | 118 | 1225 | 8006

Dry Sintered 92 192 1 89|87 |8 {8 |90|93|93 |94 94| 788

Sintering Infiltrated | 89 | 89 | 87 | 86 | 8 [ 90 | 91 | 80 | 87 | 89 | 885 7935

Req. He 80 ~ 100 (Hv 5 : 81 ~ 105) 8+0.06




318t 8 B4 d39 Hardness & Density 23E i 2 w&stn Loy} Sintering Processol
% HAS 7 Density oA %t @& ;& Yeln ok Figl ~ Fig3 € Zzhe
Contact Tip 29 Microstructure & 2453 =8 Dry Sintered A89 2 &4 n|
& Cr 9 Grain €°] 47 ¥JAig BAFI glom ¥ & 7|FEH L Densityg 712
AeE ¢ + Atk

3. Brazing 49

Brazing £4d& 379} 2& AL Aeo] Wetting B33 joint®] Filing 3% 2L Joint
E48 #As9,

23 Test Specimen.

¥4 A2 9 Filler Material & Ag-Cu Eutectic #5224 Liquidus Temp. 7} 779C o]t} o]
o] @} F¥ Brazing Temp. & 815CT2 A& &%2Y Erosion R Diffusion 3= & ¢7] 98
o] Holding Time € F7I1A2 W& A|At). Dry Sintered B339 A$oEs g7 =L 7|FEZ
18t  Fillere] &84 Ag ¢ F=F RANNZY Infilteration Vo] dAH7] wgd
Alternative 24 9 Coating ¥ PVD & AH &% PVD Coated HH L FAd A¥hAe
2 9. E43s) A14¥ Brazing Cycle € Table 33} 2t}

Table 3 Brazing Cycle

Al H 9 Brazing Cycle
A-1 815C, 5 min. Dry Sintered
A-2 815C, 15 min. Dry Sintered
B-1 815C, 5 min. Sintering Infiltrated
B-2 815, 15 min. Sintering Infiltrated
C 815, 10 min. Dry Sintered & PVD Cu Coated
D-960 960°C, 5 min. Dry Sintered
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Fig.1 Arc Melted Contact Tip
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Fig.2 Dry Sintered Contact Tip Fig.3 Sintering-Infiltrated Contact Tip
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ig6 Brazing joint between PVD-Cu coated CuCr contact and oxygen-free Cu
(a) ¥i& 150 (b) =& 300 (c) pellet B3R
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