Ag-Cu-Zn#A filler metal2 o] &3 steel / Co-Fe &3 54 H7}
(Brazing Characteristics of Steel / Co-Fe
Using Ag-Cu-Zn filler metal)

ojF 4, ol F 3
FFYAL B4 FEY BAAL R AY ok ATA

1. A&

tololZ = FqE thololR =yl 2t 52 AT UntEAE o]&3te ZF AE JAAE A4
&3z dastAY 52 FIYEE 8FsE HFe g 2ox glew O FEE FUbst o 2
% thojol2 = 78 & (diamond-bearing cutting whee)< A, W& &g, ZAYE, HF& AFE§ &
AE Adsted AEED gloy, w3, 38 € FUE EFE AAAN #¥AHe] 4y FdHD
AT},

olelgt AW HL w279 FA(shank)d HelotE= AAE FFHET FFE 2ZAUp or
segment) S HPAAA Axsta Aok HZode 1FF FEA o Bl FAE A& AT
3 Az o3 AYEEL ARdH AP S FAANINAY, 159 fFE BHolY o8 AxHA
de A AY B Az FHAA FHIA Y TAFL ded] AP qEEA o)FofXE F
Aol gRES AR shE Holtt wetA AGHY HEF Y 58 kFHA, 71AH S4E& 4714
A & o AARD JE S4& oldisior & oA AUk

ol

AFAME shank2 SKS(EA27)S, §7HAE BAg3S9 BAg22E tipl 2+ dololZ2= YAt
% Co-Fe-Cu-AgE AHESHAT. & ATolAM AHgd ARS(EFZ, H, &71A)9 4%
54& Table. 19 Yt o33 22 ARES o] &3t & A7 AH8d 7= EoolA
o 3EE 5 3le AE AEAVIR XﬂZ}—% stHth 8712+ Table. 1 9 #o] Ztzk A&
! B§Ho] & 27149 &UHAE MRl EEold 4¥& 4 s &7 wE4& £ 5
7 03me} Z71E 7HA3 glen foil FEHE st o ol @ ABE TololE2= 7"E A
o2 AHHR e 2FI fFrEoA FAE o &5t Table. 29 YEiUlEs E ol
o et &9 FAALE AEAIH dF S A,

13]31 qre Y A= H7ME fstd Ea H2EE HASRL B8 FulF, FA AR

DSE

2 Eao] obzdy e aar

349 A% € 1@

Fig. 19} Fig. 2 BAg3S9}l BAg22 €71A1E AHES A9 SRS e Z=SAEARE e
W Aok 77 (a)e Bl 2E(power) ®EHE, (b FAAL W&d ©& ZFA4E Uz
Atk 71F A& DSAEY ¢tA ¥3))e 497Kgf.ecm)E 7IF22 st

T &7t ZBEEAS vlastd BAg3S7E vl A W& HAY powerdt AolA F2 FE
2 JehEs ¥iH BAg22E power®d AjZte] wzd dkg-S BT . BAg22(70%, 11%)7}
BAg3S(78%, 10x)Et ¢ %& powerst 721 A7t H3 ZEE BHY

3!

T &7HA9 ol21d powerst AlZFe] Aol BAg227t BAg3Sel HIE §dol wx AddFH ny
A Fzhe) Wd g &% g5dM%E 22 FFdMe ditFHez nAATH HFAdel e
ol gledl, Befo] oA &7t FEAFL ] ?{Psﬂ Holol A 4L BErh o] 1Y FEAo



o &%
o
W

o M

fr e fr e [z
=
o

o
$t3 2] EDS mapping é#”]‘:} YA A&} 7ol tip, filler, shank Atold] FE&whsl ub
Solv FAto] dojutA] FRSES & F U oJFA FEFF o] gE A HIAAE g o
g AAE dotwy] A3l HFHEE Fd AA3 FHESFA

HAE = BA filler metald} #o] Cu-richd 2343 Ageld &3 zFog o] FolA}.(Fig. 4)
Cu-rich®] %3 ’S*" 52 ZEE JHAE brittle® 43S Adrh ol dudW #FS FHAE A<
a3 A0 Y49 A= Fde Y A=A 9T Foe S ¢ F U 9
27449 84 Aolg BEI}ALL
E TGN o8 2 #<Q A(Fig. 4@)% 7Y YA & tipH} fillere] AWl &
dsdoz P4 @ AFig 4b)o= Yol B # gk A A xALL A 2o B9
% Z

Zof ol Fxol S XA AR, FAY A AT 2AZY AL S FA o)
= 3718 FE 9%d 1 ¥4 A= F AS brttledt g3 FE2E AFTE F Ao 53] XS54
< W&ol g AdAAY HY ZAEE Foste TG 80] "ot old] AW FAHY 2ZLES
AY Folgtil olF Eol HY 2o BAAE olokr]| AT

fig. 5= TA

Ao e AWSF ¥4 AxE RAgF F filler metal 25 3m A= ARF
FACA AR ZEE YEMIAT. 1m vitte] AMZTdME AL AWS FAgo] ¢Ho AP F

%I Sum o)de ARFANE I B2E AT AxE FLE BIAH 55
BAg22°] 7% 2% (powen)s7tol mt AHEF FAol AA F7tsteEl, ol BAg3Sdl Hlstd
BAg229] Z=7t 2% F7tel wet 3743 "HolA= Ao dAFIH.

—_—

S~
HJE

1. Cd freeol BAg229] 7% Cd7} &#% BAg3Sol HlatY 2 £§37% B 1d F&E9& 7}
A3 YL FEAE ol B} & 259 71 Aty BEolAoA Hau BEE BRI

2. BAg3S9t BAg22 ¥ filler metal 25 3m W99 AWZFo]l AL o 7|E o)de HIAA=E7L
e,

. 1. V.V Borisova, S.M. Kutev and S.F. Moryaschev, "Laser welding diamond
bearing segments to steel holders” Paton Welding Journal 1993 5(1) 56-58
2. “EB7Z7% VI : §RFES ddAdrIed T4, 1992, 417~429
3. R. M. German, horizon of powder metal.ll, proceedings of P/M’ 86
4. PM.Robrts “"Recent developments in Cd-free silver brazing alloys”
Welding Journal (1978)



and thermal characteristics of test samples

Table 1. Chemical compositions

T2 A Bwit%)
9] C |Si| Mo | P | S |or|m]a] rFe .
Shank =4 ‘0.85 0.26 0.45 0.015 10004 | 026 | 047 | 0.02 | balanced
=  Cod% Fe 46, Cu 7%, Ag 3% - .
Diamond (high B2 E 17%, low A2 % 14%)
er | S92 1T e=aaco
ier | 1% | Ag | Cu j_ za | ca Mo | 8 | man | au
metal | Bag2 | 49| 16 | 28 | o |75 45 | e 704
BAg3S 48 155 165 14 4 2 610 660
Table. 2 Brazing conditions
RS : 4%
Ist I;r;ziag Power 62~74
9nd Brazing Power 20
Ist Holding time(sec) : 8~13
ond Holding time(se) | 2
Cooling tire(sec) o 4
s o e 5 54 /min
FEEF P 18T
gazs) 7-8 bar
E -
b § =]
L s ) | ey B

(Max power 7KW, 10sec) (power efficiency 68%)
: (a) (b)

Fig. 1 Relationship between strength and brazing conditions on BAg3S filler metal
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(max power 7KW, 1lsec) (power efficiency 70%)
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Fig. 2 Relationship between strength and brazing conditions on BAg?22 filler metal
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Fig. 4 Micro structure of joint region
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Fig. 5 Relationship between interface layer thickness and brazing power
(a) on BAg3S, (b) on BAg22



