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Abstract

Recent developing tendency for technologies of high efficient brazing are studied by searching of NDSL, Science
Direct, KIPRIS, PCT and so on. Active metal brazing, arc brazing, fluxless brazing, brazing with low melting point,
reactive air brazing, laser brazing, laser droplet brazing are investigated. By optimal selecting of the above mentioned
technologies, it needs to investigate an economical metallurgical design and the advanced brazing methods. To
improve the embrittlement of intermetallic compound at brazing interface, it must be studied the inexpensive
variant metals including nonmetals and the heat sources(MIG, TIG, Laser) by hybrid techniques.
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