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Table 1 The grade. quantity and specifications of

EEEL AR R BOTE B R S0, T & the samples
EMENFRIZARRETHSE AXAT A i Mg /mm B/ EEE/ pm
WEFREBEE, FR—MFEBHESSHNREE RE GH4l69 200X20X2 7 Ra3. 2
KOEATEREFHFRBEETE. HaEH e GH3536 180X12X4.5 15 Ral. 6
1 ] B
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Table 2 Properties of the solder
s BARER RS $LH/mm BHK/C WHWK/C HEREE/C
wH HIEE—0.075.BF 0.5
BNi82CrSiB GB 10859-89 970 1000 1010~1175

LiES

HHF 0. 063, 0.045
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Table 3 Chemical composition of the solder

TE Ni Cr Si B Fe (o} P
B wh £ 6.0~8.0 4.0~5.0 2.75~3.50 2.5~3.5 0. 06 0.02
1.2 RBAZE AREERENILA RIS EEAABELH.

HEBEFENT . (DFEk. BB RELKMH-
BEE-RKERTS BAFRAEREREREM
BREGER.EZREZABXENSERPHMS.
QBT HETRERFEO0L10C, RBwFE
90~120 min. (DFIFRF B : AR EERHFTHE

(WEREMEE HE 1 FIRERASERH A
HEAENLEE B MRAZEANERRKT 100
mm, AR SEEE L EMBEEE—E, TER
AL E R4 A KIS SRR, DR E L8mK
FR A9 BNi82CrSiB 47 8. $F R T ¥ 2 HFI F% ¢
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Table 4 Process parameters for braze welding
Fiak/ tE/) HAEHABK/Pa FREE/C KB %/Pa BHER
1 350~380 <9X1072 1050 <3.8X107? HpGH
2 400~450 <9X10™? 1050 <3.8X107? KPR
3 500~550 <9X107? 1050 <4x107? ot
4 400~450 <9%x107? 1050 <4X107? [ihakega!
@K
2.2 &£HESK
Z
E~ BRHH SHAHERTI TR 5.
s~ ] £5 SHEIFLER
% ~~p Table 5 Result of metallography analysis
=
= PR HHERRE/mm BEE BB
Bl REERE 1 0.05~0. 10 6% kR
Fig.1 Assembly drawing of specimen 2 0.01~0. 04 8% *R
3 0.02~0.58 6% P
4 0. 02~0. 50 6 & EJ
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SUBEEGR:- BEERERELEEFAT
0% R EERELY B RALRE Mk 4724
BEEKRT B8R . BRAARELFBHKREDT

5 mm,

B3R 5 AT A, W04 R 3 ok LW L 5 AL R
e, B &R 48 & R B, T LLER E BT R
BNi82CrSiB & /I F GH4196 &5 GH3536 fY42 #.
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Table 6 Result of ultrasonic test

PR RESS HER/% REBXER/mm  HSRFEREHEE/mm  REEXFAEE/ mm
1 91 93 0.5 4.5
1 2 100 0 0 0
3 86.1 139 0.5 10
1 100 0 0
2 2 100 - 0 0 0
1 92. 94 65 30 2
3 2 97.2 65 0 0
3 95.51 75 0 3
1 100 0 0 0
4 2 99. 81 0 1
3 99. 77 0 3
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Fig. 2 Ultrasonic wave examination chart of braze seam

of 1st stove specimen
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GUHRT 8% . BUAEEFENKERKTF

5 mm 8 H R AL RAR E B M X B SR FRA
5T 6 . iEAE ST HE R 550 J SFARIR X 1055°C,
{RB A E 14 min, PR HH T EZHTEF LM
T.EHEHEZEXBIREREHR RAMBE—
B, = R A A EAE 9926 LA . LBRAEF
EY, RAKTEE™FAYE K R,
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HERNRBEREANREER FRESEAA R
TRA.

(2) 4T 488 HE L HL 47 LD AR R R 50~60°C.
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The craft and application of vacuum brazing for honeycomb material

XU Wei-ping"'?» BAI Wen-bin', QIU Wang-biao'
(1. School of Mechanical Engineering . Guizhou University, Guizhou 550003, China; 2. School of Me-
chanical and Electrical Engineering » Guizhou Normal University . Guizhou 550014, China)

Abstract: BNi82CrSiB solder was used to carry out the braze welding of honeycomb material under differ-
ent braze welding conditions, The technical process for the braze welding of the honeycomb components
was consequently established, Prior to the braze welding, stored energy spot welding was performed to fix
the honeycomb material to the specimen, accordingly to reduce the deformation of the honeycomb material
and the ascent of the solder. The welding component and the seam were checked by naked eye observation,
metallography analysis and ultrasonic test, The results showed that the technical process was applicable
for the practical production,
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