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F1 5005 SREEHLERS (RESE, %)

Table 1 Chemical compositions of 5005 aluminum alloy

Si Fe Cu Mn Mg Cr Zn Al
0.5~1.1 0.1 6.25 R

0.3 0.7 0.2 0.2

xk2 AEMHULERS (REHH, %)
Table 2 Chemical compositions of 1Cr18Ni9Ti stainless

C Cr Ni Mn P S Fe
<0.15 17~19 8~10 <2.00 <0.03 <0.03 4&H

&3 A-Si-Mg SR FER S (RESE, %)
Table 3 Chemical compositions of Al-Si-Mg

Si Fe Cu Mg 7n Al
11~13 0.8 0.25 0.1 0.2 iy
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Fig. 1 Microstructures of joints brazed at 580 ‘C/15 min
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Table 4 Chemical compositions of elements and possible
phases for joints

Xh Mg Al Si Fe A REAH

I 2.2 47.5 3.0 35.0 FeAl

I 1.4 65.8 2.1 22.2 FeAl,

I 1.4 72.1 3.4 17.1 Fe, Al, +aAl
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Fig. 2 XRD pattern of zones for joints
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Fig. 3 Microstructures of joints brazed at different brazing
temperature
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Fig. 5 Effect of the process parameters on shear strength
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