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i MILSTIM4SA(MR)

e DIP BRAZING OF ALUMINUM ALLOYS
f. L SCOPE

4:.’ 1.1This standardcoversthemanufactur-
ing rcquirementafor the joiningof ehnai-

num alloyeby dip brazing,employing an
aluminum base tllfermetal and a tl~ bath.

2.REFERENCED IDOCUMEN2’S

2.1 The following spaaiticaticu ~ tie
issue in effect on data of invi&tton for bide.
sballfonn apartof Miestandardto. the
extent epasifkd herain.

SPECIFICATIONS

FmmaAL

5.2 Preparation of pnrb%

521 -G. The matirw eurfa- ~d.
adjacent areas of aR parta to be joined and
the tiltcr metal eball be tbomoghly. -cd
to remove all oil, ~ paklk dW .-
or foreign subatancea that might int.rrfara
withtbe bonding astimofthe 60ar metal”
Cleaning shall, alwww pmeade c@nicd.
dipping.

~.
5.2.L1 c&emieddipping.Partaabuhe

dippdand rinsed EEfobVS:
..

(a) Immarae paxts im6 pakenfeediom
hydrnstde .MhItten at 1400 to
160” F for10 to 60 eacmds.

QQ-A-601 – Aluminum A11oY

Sand Caetii

QQ-B-655 — Brasing Alloys

MILrrA8Y

MIL-H-6088 — Heat Treatment of
Aluminum Alloys

(Copiss of specilkatiom, standards, anddrawiwy
rsquimdby”contractorsinrxmnactionwithspecidc
procurementfunctions shouldbe obtainedfmm the
procuringactivityorasdirectedby thecontracting
officer.)

8.DEFINITIONS (Not applicable).

4. GENERAL REQUIREMENTS (Not

applicable).

5.DETAIL REQUIREMENTS

5.1 Material.

5.1.1Fillermetal.Unlessotherwisespeci-
fied,fillermetalshallconform to QQ-B–655,
a 110 y FS–BAISi–2, FS–BAlSi+3, FS–
BAISi-4 or FS-BAISi-5.

(b) Rinaa in cold water.

(c) Immarae partatn fiopcrcentseiu-
tionofntti ecidatrnmnti
paratore for 80 t.a 60 scmnda.

(d) RiiIES in cold water.

(e) Rinse in hot wabsm.

(f) Force dry.

Spinning or forced air methcde following
the hot water rinseie desirableto obtain
the requiredresults.Storageof cleanedand
dipped parta for longerthan 4 hours may
resultin the ascmmdation of on oil tibn
and thebuild-upof oxideswhish willinter-
ferewith satisfactorybracing.

5.2.2Fit.The clearancebetween mating
surfaces of parts being brazed shallbe
0.002inch to 0.010inch for lapslessthan
1/4 inch long. Longer laps may require
clearancesup to 0.025inch.Theseclearances
should be maintainedat brazing tempera-
ture.Therefore,the expansionratesof the
partsshouldbe considered.
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5.2.3 Aseembly. ~qrte to be brazed may
be aesembhidin tiures’and the“IiUermetal”
preplaced.The volume of brazing alloy
shouldbe”sutlicientto form requiredfillets.
Considerationshould be given to methods
‘ofa$semblysuch as:lightpressfits,staking,
gwaging, crimping,; tack welding, etc.,
which willeliminate‘theuse of fmturee.A
atop-off paate may, be ueed to restrictthe
flow of fillermetal.’

5.3Procedure anU. methods.

5.3.1 Preheating. The assembly shallbe
placedin a cleanf~pace and preheatedto
temperatures:between 900” ‘and 1050”F.,
depending upon the fillermetal used.Fur-
naces shallbe of eidtabledesigriand con-
structionfor the purpose,and shallpro-
videuniform temperatureswithintbe work-
ing zone.Automatic temperatur~controlling
and recording devidx+,preferablyof the
potentiometertype, ehall be provided to
satisfactorilycontrol’furnace temperatures.
Temperature variationswithin the working
zonee shallnot be greater than + 100F.
from the controlpoint.

,:

5.3.2Brazing.The assembly shallbe re-
moved from the preheat furnace and im-
mediatelydipped intothe fluxbath capable
of producingfillermetal flow at a uniform
rate so as not to disturbthe positionof
the preplacedtillermetal. Brazing times
are dependent upon the shape and cross-
sectionof the assembly; the usual times
vary between 30 seconds and 3 miriutes.
Brazing is complete when the fillermetal
has flowedevenlyintothejoints,and atthis
pointtbe assembly shallbe removed slowly

-.

from the bath at a r@e thatwillnot cause

10SS“ofthe molten fillermetal. The com- 9

positionand quantityof brazingfluxshould
he adjustedperiodically.

5.4Peat-brazing treatment.

5.4.1 Hot water rinse. The assembly shall

be ceded in air to approximately600° to
700”F. (Partasubjecttodistortionmay be
cooledto a lowertemperature.) The assem-

bly shallthen be immersed immediatelyin
hot water at 180” te 212”F. for approxi-
mately 2 minutes to remove the heavy flux
scale:The part then shallbe immediately
removed from the tixtureand placedin a
secendbath of water heldat 180”to 212”F.
The partshallbe leftin thisbath untilno
fluxresidueisvisuallyapparent.Since the
flux is corrosive,provisionshallbe made
to continuouslycirculatefreshwater in th:
rfhsetanks.

5.4.2F&zat cleaning.Parts shallbe given
a finalcleaningimmediately”afterthe hot
water rinse.The time intervalbetween hot
water rinsingand finalcleaningshallbe ●
kept to a minimum especiallyduring humid
weather conditions:

(1) Soak for approximately5 minutes
in a 15 percentnitricacid solu-
tion,maintained at room tem-
perature,or other suitablesolu-
tion,to remove alltracesof flux
particles.

(2) Cold water rinse,

(3) Forced air or spin dry.
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● APPENDIXA

ALUMINUM ALLOYS
.,

‘IIAS process is intended for “the brti of wmwrht alumimmt ~OYS 1100, 9008>
5062, 6062, 6061, 6062, 6066, and 6951, and east alumlnum alloy of the composition cor-
respondlrtg to QQ-A-601, alloy 6X3 (Tenmdoy).

APPENDIXB

EIIL4T l’IWA’lTW ALUMIN?JM ALLOYS
AlW?Ill BI?AZWG

I

After brazing, all wrought aluminnm alloys are in the anneal@ condition (“O” i
temper). When it is desired to heat treat heat-treatible alloys to the ‘l’6 temper, braz@l;
parts should be heat treated and aged. When required, such heat treatment and “agins
should be in accordanm with MIL-H-6088.

Notice: Copiee of tble standard for military use may be obtaiued as lndicnted in ~
the foreward to, or the generalpmviaione of,the Index of ZifllitnrySpecidcationsmd’

● Standards. ,—

Notice: The title and identifying symbol shonld he ‘stipulated when requesting
copies of militarystandards.

Clultdhm: Preparing tity:

Amv-MR Army-MR

Reviewinter-t: ProjectNo.TEIM-AOOS

Army—-MR, MU, MI

Userinterest:

Army-EL, MO

Review/Userinformationk current as ofthedateofthisdocument;draftcirculationshouldbe basedon
theinformationin tbecurrentDODISS.
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