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AI,UP~fI1dU~! BRAZIATG 

lo ACKNOWLEDC~SEAIT e A~ndo~ s ➢~11 menicion tY~i.s specification nwnbea° and i~s x~= 
vision lett~a° in ~11 quot~~ions and r~hen ~ckno~ledging purchase orderso 

2 o APPI,I~ATIOAi < Joiraing ~lumia~ arid selecf.~d alu~ainu~ alloys o ~ 

3, P1~o~F~S 1~EQtTI REI~ENTS o 

301 Su~ac~ ~ondi~ion> ~Su g°gaces ~o b~ 3oined sha11 be cleaned by suitable 
means px°ior to ~ssemblya 

,~ .,i^ 

302 Fluxings Unless othea~is~ speci~ied, gl.uac congos°oni.ng  ~o ~3S 3La12 shall be 
applied so that sur~ac~s to b~ 3oined are sugficien~ly co~ted to ensure ~Y~~ 
specified bond b~t~~en the.parts af~er baazingo 

303 Ass~mbly: Pa~s to b~ ~oined shall be assembled so that clearances bet~reen 
~ 	ma~ing surfaces are ~itY~in ~olerances soecified on drawinga Assembly should 

be suppor'c~d so tha~ the paa^ts ~ill be in paroper aligr~ment after brazingo 

3,4 ~razin Ma~erials Unless o~hea~rise specified 9  alu~ninum brazing alloy shall 
confoxm to AMS 18l~ or ANlS.l~185a AMS la18l~ is px~ef~ra~ed for torch b~azing9 
A1~S L`185 is pre gera~d for gu$°nac~ and dip bra~ingo Su gficient 1ox~azin~ al.loy 
shall be plac~d ~i.tt~iny ox' in close proximi~y to 9  ~he ~oint 9  excep~ in th~ 
case of dip brazingo 

3a5 Joining IInless othea~rise specifi~d 9  Y~eating and joining may be eg~ected 
by any o~ ~he gollo~ring methodsa fua°nac~ 9  toxch 9  or mol~~n glwc, Pas~s , 
shall be heated until brazing alloy m~l~s arid ~oints are formedo ~x°ther 
h~a~ing shall be kep~ to a mini.~ ►umo The tempera~ure to which paa°~s ~a~ 
h~~ted for b razing shall be conta~oll~d so that incipient melting of the paa~s 
do~s not occuro 

3a6 Cooli s Af`ter bx~~ingy assembli~s shall be cooled in suc~ manne~ as to 
pr~vent cracks and minimize intePrnal s~~ss 9  dis~oa~tion and oxidationo If 
solu~ion heat ~tre~tment is to be done in conjunc~ion with b ra~ing 9  cooling 
proc~dux°es may be rev3.sed accoa°ding],~o 

307 F1~ ]~ter~oval> A~~r brazin~ and cooling 9  flwc sha11 b~ removed farom the 
paa°ts by a~e~D~od not in3uri.ous ~o ~he speci gied suxface ginisho 

4o QUALITYs 

l~01 Extexior ~xamination of 3oints shall show ~ generous fillet of brazing allo~ 
a~ ~4~e end of ~h~ ~oint at ~rhich ~he ba°a~i~g alloy ~as in~aroducedy and 9  ~ahen 
practical9  complet~ penetration of b ra~ing alloy in ~he ~oin~a 
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