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A Syudy for Combined Process of Brazing between Stainless Steel Tube and Plate
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Table 1. Chemical composition of filler

metal
AWS Class | Ag Cu Zn Sn
BAg-7 5598 | 22.04 | 1702 | 495
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Fig. 1. Schematic illustration of combined
brazing process a) Induction brazing
b) MIG brazing c¢) Completed brazing
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Fig. 2. Shape of heating coil for induction
brazing
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Fig. 3. Macro of cross section. a) Induction
brazing b) Induction and MIG brazing

FEME HelloldRe AR HEEe
F sholA BASEACR, o YA £E7)
BHolgol A58 LEAX HoHA T AS
o WAY Aoz WUAT. Figdol & shiol
AARS ek

Tube

Fig. 4 Micro structure for brazed interface
of the bottom part
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