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Study on Brazing Process of Heterogeneous Titanium Alloy Honeycomb Structure

JING Yongjuan"?, SU Diyao'?, GAO Xingqiang"’, YUE Xishan'’
(1. AVIC Beijing Aeronautical Manufacturing Technology Research Institute, Beijing 100024, China;

2. Aeronautical Key Laboratory for Welding and Joining Technologies, Beijing 100024, China)

[ABSTRACT]

In view of brazing manufacturing technology of titanium alloy with thin walled structure, the effects of

brazing process on microstructure, phase transformation point, rigidity and yield strength of titanium alloy are analyzed. It

is found that the diffusion of the filler metal leads to a decrease of the phase transition point of TC1 alloy, which is changed
at 875°C. However, it is not changed until 905°C for TC4 alloy. At 875°C , the grain size of TC4 material is grown, which
leads to the decrease of the stiffness and yield strength. When the brazing temperature is 875°C and the holding time is no

more than 60min, the rigidity and the yield strength of titanium alloy sheet are not less than 86% of the raw material. The

TC4/TC1 titanium alloy brazing process is determined as 865-875°C with bolding time as 30-60min. The research results

provide theoretical basis and reference for the brazing of titanium alloy honeycomb structure.
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