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MATERIAL SPECIFICATIONS 
iOCIRr OR AYTOMOTIVt SNOINttRf. Ino. 	486 L~xln~ton Av~. , N~w Vork 17, N.Y. 

COPPER FURNACE BRAZING 
Corroeion and Heat Resistant Steels and Alloys 
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1. ACKNO~LEDQ~1~NTs A•v~endor sha11 mention this apeaitioation number and its revision 
e er n 	quotations and when aclrnowledging purchase orders. 

2. APPL~ATION: For ~oining corrosion and heat re9istant steels and alloys. Not 
reco~en e for use on parta *hich will operate at over 1000 F or where high 

~ strength ~oints are required at temperatures over 700 F, or on materials sub3ect 
to carbide precipitation during cooling from the brazing operation. 

3. PROCESS REQUIREI~NTS: 

3.1 Surface Conditions The aurfaces to be ~oined ahall be clean prior to asaembly. 

3.2 F'1~~= , Flux shall not be used nnless peraaission be obtained fron p~u~chaser 
before brazing. 

3.3 1►aeembl s The parts to be ~oined shall be assembled so that~ if practical~ there 
met to m~etal contact bet~een mating surfaces and relative movement of the 

components does not occur during the brasing operation so that the parta xill be 
in proper alignment after brazing. 

3.1t Brazin Yaterial: The brazing material shall be copper conforming to the latest 
ssue o 	or AI~S l~701. When~ permitted by purchaser~ a suitable copper 

j~ paste or copper applied by electroplating over a nickel strike may be used. 
Sufficient copper s ha11 be placed ~rithin or in close proximity to the ~oint. 

3.5 Joiningr Heating shall be performed in a furnace with a suitable protective 
atmosp~ere at a temperature between 2000 F and 2250 F. A~.ternatively, heating 
may be by indwction~ using a suitable protective atmosphere in a~acket 
surrounding the xork. Parts shall be heated until the copper melts and the 
~oint is formed. Further heating shall be held to a minimum. The protective 
atmosphere shall be of such a character that the steel Rill not be scaled~ 
carburized~ e~oaessively decarburized~ on excessiv~ely nitrided. 

3.6 Coolin : After brazing~ assemblies shall be cooled in such a manner as to prevent 
crac s and minimize internal stresa~ distortion~ scaling~ and decarburization. 
Cooling from the braaing temperature to belo~ the scaling temperature shall be 
done in a auitable protective atmosphere. If hardening is to be executed in 
con~unction xith brazing~ cooling procedures may be revised accordingly. 

3.7 Flux Removals After brazing and cooling~ flux, if used, shall be removed fram 
e pa s 	a method not in3urious to the specified surface finish. 

3.3 Heat  T~eat.~nent: Where hardness is specified for the brazed assembly and heat 
trea ent 	required, such heat treatment shall follow the brazing operation. 

CoeYrl~ht lg(~~ blr ieol~b of Autowothr~ [n~ln~~r~. Ine. 	 r~~~e.~ ~e u. s. A. 
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