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Flux Laminated Alloy Improves Air Atmosphere Brazing
- An Innovative New Product Proves to be a Cost-Effective Means to Eliminate the Fluxing Step and
Minimize the Brazing Cycle Time

Young-Sik Shin, Young-Sup Lee and Chi-Hwan Lee
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Fig. 1 Cross Section of brazing alloy with flux

ing| Multi b

ding| [ Fiux injection | |

Resizing

Fig. 2  Schematic manufacturing process for flux
laminated brazing alloy
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Development of Flux Laminated Strip
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Step I. Embossing process
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Fig. 8 Principle of auto pressure control

Solid wire

Fig. 9 Morphology of the specimens by torch brazing

Flux cored wire Paste Flux laminated strip

After brazing & Water cleaning
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Melt test according to flux contents
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Spreadability =

S: wetting area
So- filler area before melting
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Fig. 10 Appearances of samples with various flux
contents before & after wetting test

After

Table 1 Spreading area & rate with increasing flux

contents
Flux content Filleraea | g dability
[l after melztmg before mezltmg
Slmm’] Solmm’] (S-S0)/So
2 12.1097 241756 -0.499092059
4 225679 20.33% 0.106835505
6 257037 197311 0.302697158
8 257997 20.2793 0.2721867
10 24.8628 20.144 0.234169091
12 244513 19.7311 0.239223887
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Fig. 19 Brazing test with steel tube to copper tube




(a)

(d)

Fig. 20 Microstructures of the steel & copper tube
joint brazed at 750C, using a propane/
oxygen mixed gas flame with; (a) solid
wire, (b) flux cored wire, (c) paste and
(d) flux laminated strip
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