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Study on the Brazing Technique of Hard-to-bond Material

—The Development of Vacuum Brazing Method of the Aluminum Alloy—
Wako MIYAGAWA and Osamu SAITOH
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Abastraet
The possibility of the new brazing method using eutectic reaction of aluminum and copper was examined. As a result, the brazing
of A1030 became possible by using the copper brazing filler and in the brazing liller made of copper and tin, the shear strength of the
joint showed about 30MPa, 1t was proven thut the copper and aluminum formed eulectic siructure prior in the joinis and hat it rakes
the form which penelorates into the grain boundary. It was proven to be effretive by adding lin and zinc for the lowering of the brazing

femperature.
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Fig. 1  Schematic view of the specimen
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Fig.2  Heating process for brazing
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Fig.3 Relation between brazing temperature and shear strength
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Fig.4 Microstructure of the joint brazed with Cu-Sn brazing
filler {853K - 600s)
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Fig. 5 SEM image and elements distribution at the joint

brazed with Cu - 8n brazing filler (853K - 600s)
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Fig. 6 Microstructure of the joint brazed with Cu - Zn brazing
filler {853 - 6005}
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Fig. 7 SEM image and elements distribulion at the joint

brazed with Cu - Zn braving filler {833K - 600s}
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Fig. 8 Microstructure of the joint brazed with Cu brazing filler
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Fig. 9 SEM image and elements distribution at the jeint

bhrazed with Cu brazing filler (853K - 600s}
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