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[ABSTRACT] The morphology and the microstruc-
ture of 1Cr18Ni9Ti stainless steel and 6A02 aluminum

alloy dissimilar metal joints obtained by the crucible fur-

FE

nace brazing process are analysis in this paper. The macro
morphology and the microstructure characteristics of the
joints were expounded through metallographic examina-
tion; Scanning electron microscopy is used to observe the
microstructure and measure the energy spectrum, thus the
steel / aluminum dissimilar metal interface layer structure
is further analyzed, and the typical defect of the joint is de-
scribed and analyzed.
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Fig.1 A dissimilar metal brazed joint of 1Cr18Ni9Ti/6A02
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Fig.2 Scheme of cutting specimen
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Fig.3 Macro morphology of brazed joint
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Fig.4 Interface of Al alloy and brazing seam
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®1 BRASEMEHERS (RFESL) %

Al 97.55 80.69

Si 1.92 18.81
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Fig.5 Steel/aluminum interface layer of brazing seam
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Al 71.76 70.27 72.67 71.57
Si 10.43 11.22 10.14 10.60
Cr 495 5.17 483 498
Mn 0.47 0.52 0.34 0.44
Fe 11.85 1225 11.35 11.81
Ni 0.54 0.58 0.67 0.60
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Fig.6 Residual brazing flux inside the joint
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