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The vacuum brazing of stainless steel with Ni-based filler metal
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= AFoA AL B Ae AEAE2A deE AMEEE STS 304018, AYFEowE I 24
©] Ni-7.0Cr-3.0B-45Si-3.0Fe ¢! BNi-27Z(TB-902, Tokyo Braze Co.)& A}&3tth A< o)
FA4E Amorphous H/dolH, 2 FAE 30meoltt. EHHolA AlE HL ¢10X50m A}
dtFon, O HEgH= ¥E o2 39 Emery paper @ Diamond pastes] A 3 8t&to 2 Buff &
upste] Zhzkol W AAVE AASAT.  EF #46 £EQ HE A2V|qME HE WS Avlst
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Fig. 1& 2 Beo]d HiF o 42 AZAE AN A=A, 2yold 259 A4 Eee] #
AE YeEtd Aot  old BgolA FAALL 0min 02 MASYY. AAREE Bgo)xy &
E=7F wobdel wetAd Fhetn e, 1100CToAA oF 487MRc) Aok, HE7ITFE #4937 9
& HF AYAAY SEM/WDX 24ZA%E Fig. 29 YEIRTE HAFRols AL YR o

A=, olALS WDX £4% Ax 49359 244 283 Cr-BY %7 318E (Intermetallic
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Bold #FAAIZke] Zojo wepr] ZF =t AFsld, 120mingt FA3AE W = A9 87%cl
3 3ot 53] ofF dE s AAFETE dojHTh. diEAHY SEM/WDX #4] ZA#E Fig. 49
Veligith oA e A slRsIA R, BEolY Axe AAES WAL AF FAE Holm
Aow, AAE HAHol AJFE HyolR Zrrt #AdE AFS B B B {AAT
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Fig. 5% Z Heold AHE e 42 AFANE AR2A, ¥4 AV AFA=ee] #AS U
el Aotk  olufjo] Heo]d &+ 1050T, FAATE 30minoE2 HAAAYG. AZABEE
Ae Ho ¥W AFJ] Ruxdtol AXS Rl webA F71ete BES B o™, Emery paper #220
o 93 44mm Rmax1A o 48600 HRZ 57t oA &, #469] FH A47])o 98 88 Rmax
AXE AAZE7 #4sUY.  Fig 6& B8 A7) 0 diEd AgHAY 9FANFE F9
ol SEMAS YEld Aojtl.  Fig 6(a)dA & & ko), EH A&7 0.1m Reaxd] 3 $E
& FHAHQA FElE Holzm gon, AFAEI WA vehd AFelx: IAurt.  Fig. 6(b)
ol 4.4im Rmax®) A5 dad @AAA Dimple 43o] #&H = Fo2 Hol A o AXo] ¥
23 Aoz gwygo] A

BHo]Ad olA LA (Wettability)d] MAL BHold ZEE ded o 7% 21E2FHA Az
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BAE 77 ol @3, T 7AIZE Y 2% 8.8m Rma®t Zo] W] o}F AN ASoe, FT 3§
Fo] w7l wie] o= dREL By & $H7 JoBE o AR FAALE e A
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B olA He A FHzo ARA Hol A ZF 3t 7143 332 (Mechanical interlocking) d4
o] Z&tA YetuAE =, o] Y AUF&T B Aty AL AXA @k ol dde
2 A3l H de ¥W AAN 2442 AZAEI A JdEve ez dddrh
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Fig. 1 Effect of brazing temperature on tensile strength
at the STS304 joints brazed with BNi~2 filler metal.
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Fig. 2 The result of SEM/WDX analyses showing the effect of brazing temperature

in STS304 joints brazed with BNi-2 filler
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Fig. 3 Effect of brazing holding time on tensile strength

at the STS304 joints brazed
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with BNi-2 filler metal.
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Fig. 4 The result of SEM/WDX analyses showing the effect of brazing holding time
in STS304 joints brazed with BNi-2 filler metal
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Fig. 5 Effect of surface roughness on tensile strength
at the STS304 joints brazed with BNi-2 filler metal.
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Fig. 6 SEM micrographs of fracture surface after tensile test showing the effect of
surface roughness in STS304 joints brazed with BNi-2 filler metal
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