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The Characteristics of Laser Braze Welding for Oxygen—free Cu
with Powder Filler Metal
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Table 1 Chemical composition of powder filler metal

Allo Powder size Composition (%) M.P
Y Ag Cu P Zn | Cd | Other | (T)
Mesh -100 ~ 14.5~15.
BcuP-5 +150 5 Rem | 4.8~5.2 0.15 802
Table 2 Chemical composition of FB3A Flux
Type Form Filler metal type Typical Ingredients Activity Temperature(C)
FB3A Paste BAg and BCuP Borates, Fluorides 565 ~870

Fig. 1 Schematic of Cu Plate - Groove Specimen

We.ldmg speed 15mm/min 20mm/min 30mm/min
Flux ratio
D
10:1
Effect of welding speed on bead shape (Pulse width : 18ms, Frequency : 1Hz)
Pulse width 16ms 18ms 20ms
Frequency
1Hz 5. : 5
AT s e » ‘ o
Effect of pulse width on bead shape (Welding speed : 20mm/min, Voltage 350V)
Frequency 90Hz
Pulse width 10Hz
3ms

Effect of frequency on bead shape (Weldmg speed : 20mm/min, Voltage 350\7)

Fig.2 Bead shape in the laser braze welding for Cu Plate
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Welding speed

) 10mm/min 15mm/min 20mm/min
Flux ratio

10:1

20:1

30:1

500W, 20ms, 1Hz, 10mm/min Interface Microstructure(x750)

Fig. 3 Change of cross—sectional microstructures of Cu plate — Groove after Laser braze welding.
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