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Vacuum Brazing of Titanium Heat Exchangers
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[ABSTRACT)]

tanium TA2 heat exchangers was investigated. The effect

Vacuum brazing process of CP Ti-

of filler metals composition, use form, clearance, braz-
ing temperature and hold time on braze joint forming and
microstructure was studied. The test results showed that
desirable isothermal-solidified braze microstructure can be
produced more easily by use of Ti-Zr-Ni-Cu filler metals
than pure copper filler metal when vacuum brazing tita-
nium. Whereas low price pure copper rolled foil as filler
metal for brazing titanium can also result in tight and good
look brazed joints, but at the cost of low plasticity of joints.
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Fig.1 Configuration of Ti heat exchanger
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Fig.2 Microstructure of CP Ti TA2/Ti-Zr-Cu-Ni joints vacuum
brazed at 930°C for 30 minutes
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Fig.3 Microstructure of CP Ti TA2/ Cu joints vacuum brazed at
960 for 60 minutes
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Fig.4 SEM image of CP Ti TA2/ Cu foil joints
vacuum brazed at 960°C for 60 minutes
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