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Fig.1 Macrograph of steel-brazing alloy interface
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Fig.4 Micrograph of steel-brazing alloy interface (with
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Fig.2 Surface SEM images of black line
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Fig. 3 EDS spectrum analysis of interface channel
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Fig. 6 Welding line interface under electron probe (with

element P )
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Table 1 Component analysis of brazing seam
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{7 & P Fe Cu Zn Sn
EE1 101 80. 36 13. 06 5.57 —
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Fig.7 Micrograph of Steel-copper interface
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Microstructure of steel/copper brazing

interface (after corrosion)
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Fig. 9 Schematic diagram of compressor upper shield
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Table 2 Welding temperature comparison

fER i BE ]/ °C T AERR IR /°C
BCuMZ 870~1083 900~950
BAg45CuZn 665~1083 745~815

2.2 JREEWIEE
2.2.1 JREZEMIET

A3 50 FH BT R B9 5T R BCuMZ K2 488 A% il v 4R
PR BAgd5CuZn X 46 HL 52 ik 5 HEAE 17 4R
2 BB U 7 o s 2R 5 TR 3.

%*3 BOuMZ $FRIE RRFFRHEEE T IBR T
Table 3 Filling condition between BCuMZ brazing alloy and High-silver brazing alloy
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Table 4 Welding permeability and leakage rate comparison
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Table 5 Welding strength comparison
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Research of silverless brazing weld in compressor air drains

XU Li Hua' , WEI Guo Qiang®, YU Wei Feng'
1. Guangdong Meizhi Compressor Limited » Shunde 528333, China; 2. School of Mechanical and Automotive
Engineering South China University of Technology Guangzhou 510640 ,China

Abstract: A novel Cu-Zn alloy with Si and P free solder was developed by means of chemical composition
design, microstructure and welding parameters optimization. The results show that brazed joints can fulfill
the requirement of compressor when air drains aligned with 45 degree Chamfer for 0. 5-Imm and keeping
the joints clearance of 0. 5-0. 6 mm by flame brazing in the temperature range of 900-950°C.

Key words: exhaust pipe;solder;interface;brazing weld

(E#% 100 ®) the luminous flux with poorer color stability. On the contrary, the phosphors silicone
with low refractive index has lowered luminous flux and better color stability. It has nothing of the filling
adhesive refractive index on color temperature and luminous flux has been found.

Key words: light-emitting diodes (LED) ; refractive index of silicone;color temperature



