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Research and Analysis of Processing Parameter for Brazing Honeycomb Sandwich Construction

in Titanium Alloy
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[ABSTRACT)]

honeycomb sandwich construction in titanium alloy is

Processing parameter for brazing

studied. The microstructure and the strength of the welded
interface are observed and tested. The fine and dispersing
TiNi, (Cu,Zr)-compound is found by TEM in the interface,
which is benefit for the strength of the brazing welded
samples. The sample strength is up to 20MPa. The Wid-
manstaten structure in the interface is caused by B phase
transition temperature decreasing, which induces by Ni
and Cu elements diffusing from brazing filler to matrix.
And the honeycomb core is the weak link because of the
rough Widmanstaten structure.
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Fig.1 Diagram of honeycomb sandwich construction
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Fig.2 BSE image of brazing interface
(with optimized proceeding)
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Fig.3 BSE image of brazing interface
(with un—optimized proceeding)
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Fig.4 Diffraction patterns by X-ray of brazing filler
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