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COPPER FURNACE BR.AZING. 

~ax°bon and Low Alloy S~eels 

lo A~i01dI,EDGNfEIdTo A vendor shall ~ntion tkiis specifica'tion n~rnbex° and its 
revision lett~er in all quo~ations ardd ~hen ackno~rl,edgi.ng pu pchase ox°d~so 

20 :~PPLICATION s  For joining cas°bon and lo~ alloy steelso No~ recommen~~ fo~° • 
use on pax°f,s which r~ill opera~ at ovem 1~ F o~ on pax°ts r~ex°e hi~ s~eragtk~ 
join~s ax°e requix°ed at tempe~atwres ovex° 500 Fo 

30 ~ROCESS ~tEQUIR~IENTS s  

301 Sux°face C~ondi~ion e  ~e surfaces to be ~oined shall be clean px°iox° t,o assembl.yo 

302 Fluxingo F'lwc shall not be used unless pex°mission be obtained from pug°chasex° 
before ba°azing, 

303 Assembl.y e  ~ie parts f.~ be joined shall be assembled so that 9  if prac~,ical9 
f~ere is m,etal f,o m~ta1 con~act be~c~en mating sux°faces ~ relatiee movem~nt 
of the eomponents does not oecwc° dweing ~tae bx°a~ing opex~ation so tkiat ~h~ 
paa°fs ~ill. be iri propex° alignment af~r brazingo 

30l~ Brazin Matsriale The brazing ma~rial shall be copper ~ora~ox°ming ~ ANis 4500 

~ or ~S 7010 i~hen pea°mit~d by purchasex° 9  a svitable coppex° past,~ or coppex° 
appli~d by electx°o=plati.ng m~ be usedo Sufficient copper shall be p].ac~ 
witkiin or in close proximity to th~ join~o 

305 Joiningo Heata.ng shall be pex°formed in a furnace ~rith a suif.able px°ot~ective 
atanosphere at a temperatux~e bet~een 2~0 F and 21.50 Fo Altez°nafa.eelY 9  laeaf.ing 
may be by induction 9  using a sui~able prot,ective a~sphere in a~~cke t 

~ sux°x°ounding the ro~s°ko Pa g°ts shall Toe heated until tdle copper melts ac~d the 
joint is forrt~da Flar~her heating shall be held to a minimumo The pxot~ctive 
atar~osphere shall be of such a cha g°actex° that ttie steel ~rill no~ be scaled9 
cax°buri~ed 9  excessively decarburized~ ox° exc~ssively nits°idedo 

306 Coolingo Aftex° brazing 9  assemblies shall be cooled in such a manner as to 
prevent cracks and minimize internal stress 9  distox°tioxa 9  scaling 9  and 
decaz°burizationo Cooling from ~e brazi.ng temperature to bel.o~a the scaJ~ing 
temperatux°e shall be don~ in a sui~able prot~ctive ata~~phemeo If h~c°dening 
is to be execut~ed in eon~unction wif,h brazing 9  cooling procedures may be 
revised accordingly, 

307 Flux Removal: Aftex° braZing and cooling 9  flux 9  if used 9  shall b~ removed 
f5eom t~e pas°ts by a method not in~nrious to the specified surface finishm 

308 Heat Tx°eatment o  bdhere hardness is specified for the brazec~ assembly and heat 
treatm~nt is x°equix°ed 9  such heat tareatment shall follow the brazing operati.ono 
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