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COPPER FURNACE BRAZING
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1. ACKNOWLEDGEMENT: The vendor shall mention this specificatiom mumber in all quota-
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sembly.- The parts to be joined shall belassembled so t
s metal to metal contact between mating<{surfaces and rel
onents doss not occur during the braging operation seo t
roper alignment after brazing.

azing Material.- The brazing material shall be copper co
AMS 4701. Sufficient copper shall be placed within or
joint ° ’ ‘ :
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ere at a temperature between 2000 F &nd 2150 F. Parts s
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(f) Cpoling.- After brazing, assemblies shall be cooled in suc
prevent cracks and fminimize iaternal stress, distortion, scalin
tion. | Cooling from-the brazing tempsrature to below the scaling
shall pe done inl& suitable protective atmosphere. If hardenin
executpd in conjunction with bragzing, cooling procedures may be
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(h) Heat Treatment.- Where hardness is specified for the brazed assembly and
3heat treatment is required, such heat treatment shall follow the brazing operation,

QUALITY s

(a) Exterior examinatiom of joints shall shew a complete line or ring

of copper recegsed not more than 10% of the joint depth, between compoment parts
at the end of the joint to which the brazing alley was introduced and when
practical, shall show at least a metallic stain of cepper at the eppesite end ef
the joint, to indicate complete penetratiem of the copper im the jeint.

(b) The area joined by cepper shall be mot less then 80% of the area

of the mating portions of the assembly.

{(¢) Surfaces of parts shall be free of excessive brazing alley.

(d) Brazed joints shall be soundn clean and free frem defects

detrimental to performance of aSBGMbliQSe

Copyright 1947 by Society of gutomotive Engineers, Incs .

Printed in Ue. S. Ae



https://saenorm.com/api/?name=113a48200421353b8085f1ab2ad97423

