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Brazing Characteristics of WC/C-steel using Ag system filler Alloys
Made by Mechanical alloying Method
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Table 1. Chemical compositions of Filler metals powder

AWS-type| Ag Cu Zn Cd Sn Ni
BS-1 | BAg-20 30.0 38.0 320
BS-2 | BAg-2a 30.0 270 23.0 20.0
BK-1 | BAg-28 40.0 30.0 28.0 2.0
BK-2 | BAg-3 50.0 155 165 16.0 2.0

Table 2. Mechanical alloying conditions

Milling Receptible Glass Vessel (@60mm)
Milling media Zirconia ball (@7mm)

Revolution Speed 100rpm
Milling Time 48h

Powder/ball weight 1:2
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(a) wettability specimen (b) spreadability specimen
Fig. 1 Shape of wetting and spreading test Specimen

(a)BS-1 (b)BS-2

(c)BK-1 (d)BK-2

Fig. 2 Cross—section of specimens for wetting angle test

Woetting Angle(degree)

Fig. 3 Wetting angle of filler metals
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Hardness(Hv)

(a) BS-1 (b) BS-2

(a) BK~1 (b) BK-2
Fig. 4 Microstructure of filler metals

Shear Strength(X10 *MPa}

Fig. 5 Hardness test of filler metals Fig. 6 Tensile test of filler metals
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