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Table. 1 Specifications of Filler metal powder

Composition (%) P

Alloy Powder size P ( MC
Ag Cu P Zn cd | oter | ()
BcuP-5 Mesh -100 ~ +150 14.5~15.5 Rem 4.8~5.2 - - 0.15 802

Table. 2 Specifications of Flux
Type Form Filler metal type Typical Ingredients Activity Temperature(C)
Borates, Fluorides,
DF125 Paste BAg and BCuP Petroleumn distillates 565~925

BUURSERY A
ST ans CHSNI

]

L Ths

>
™ “1

20

Fig. 1 Specimens of groove plate braze welding
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Table. 3 Specifications of pulsed SO0W Nd:YAG laser system(Model : $+4l 2] 0] 2] HBL610E)
g & AL % ¥ = AL %
Max. average power 500 W Frequency Single ~ 100Hz
Pulse width 0.1 ~ 20ms Max. peak power 20kW

Photo. 1 Laser braze welding head

Table. 4 Specifications of laser head

¥ = A%
27 Max. 15mm
2 o) 73mm
e R B I R 2.4mm
o 2AX 2A47A Y Az 100mm
24 715 dolxe FH 500W3 Nd:YAG o]

{a) Weld bead H {b) Cross section

Photo.2 Weld beads and cross section of laser braze welding

- 127 -



