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ALUMINUM BRAZING
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i, Section 8.3 of the SAE Technical Board rules provides that:

1. ACKWOWLEDGMENT: A vendor shall mention this specification number and its revision
letter in all quotations and when acknowledging purchase orders.

2. APPLICATION: Joining aluminum and selected aluminum alloys.

3. PROCESS| REQUIREMENTS:

E

3.1 Surfacp Condition: The mating surfaces and adjacent areas (of all parts ©to be
joined| shall be thoroughly cleaned prior to assembly to remove all oll, grease,
paint,| dirt, oxide, and other foreign materials.

3.2 Fluxink: Unless otherwise specified, flux shall belapplied so that surfaces to

@ coated with flux. Flux for torch brazing shall conform to the latest issue of

s flux for furnmace brazing shall conform to the latest ifsue of AMS 3412
3416. The flux mey be used dry or‘mixed with water or al¢ohol. Applica-
flux is not required when parts-are to be joined by molten flux (dip)
brazing.

3.3 Assemblly: Parts to be joined shell be essembled so that clearantes between
mating] surfaces are within tolerances specified on drawing. Assembly should be
¢ supporfted so thet the parts will be in proper alignment after brE:ing. Tack

welding for fixturing shall be used only when specified or permitted om the
drawing. On closed assemblies, vent holes shall be provided as ppecified.

3.4 Brazing Material: Unless otherwise specified, aluminum brazing flloy shall con-
form to the latest .issue of AMS 4184 or AMS L185. Either alloy way be used for
torch pr furnace brazing; AMS 4185 shall be used for molten flux|(dip) brazing.

¢ Sufficient brazing alloy shall be placed within, or in close prokximity to, the
Joint,| except when parts to be joined are febricated from clead byrazing sheet
_such AMS OS54 or AMS 4055 or when the brazing elloy is hand feéd during torch
brazi

3.5 Joining: Unless otherwise specified, joining may be effected by torch, furmace,
or molten flux (dip) heating; when joining is effected by molten flux heating,
the requirements of the latest issue of AMS 2673 shall be met. Parts shall be
heated, preferably rapidly, until the brazing alloy melts end joints are formed.

_ @ In torch brazing, parts shall be- held at heat until clean brazing alloy is
visible, when joint configuration pexrmits, at the end of the joint opposite that
at which the slloy was introduced, but further heating shall be kept to a
minimum. In furnece and molten flux brazing, the brazing temperature and time at
heat necessary to form the joints shall be preestablished such that when parts
are removed from their respective heat sources; clean brezing elloy is visible,
when Jjoint configuration permits, at the end of the joint opposite thet at which
the alloy was introduced. The temperature to which pexrts exe heated for brezing
shall be controlled so that incipient melting of the parts does not occur.
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