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Vacuum Brazing Technology of Multi—Brazing Injector

WANG Wenping ZHANG Zhiwei WU Shengyong JIA Chunlin ZHANG Rujun
(Beijing Institute of Control Engineering, Beijing  100190)

Abstract In order to study the one—shot welding of multiple brazing seams in different parts of the injector, an
experimental study on the vacuum brazing process of the injector by using BNi—2 solder was carried out. The effects of
surface cleaness, brazing temperature and brazing gap on the sealing performance of the injector were analyzed. The
results show that the gaps between brazing seams have an important influence on the sealing performance of the
brazed joints of the injection body composed of high temperature alloy and stainless steel. A reasonable brazing seam
assembly gap is 10 to 15 wm, and this gap makes the filling rate of the brazing seam more than 90%, and obtains a

joint with excellent internal and external quality and sealing property is obtained.
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Tab.1 The main constituents and welding parameters of the BNi—2 brazing filler metal

ARG %
o . 5 . o mr < K ALIREC SRR EC
6.0 ~ 8.0 40~52 <0.1 2.75~3.5 2.0~4.0 <0.5 bal 970 ~ 1000 1010 ~ 1200
1.3 BEARMESSH
W5 i LS ET R BORME S - (1)5 ZR Rkl i |1 Lo
23 BT R — RUE | 75 6 2 4T 4% I 2R <1x107 Pa- L/s; LA
(2)BHE SH1%E B 575 22 82 ] i 7 4% (R] B S
s, HEME M KERE, 14 0.4 mm, 5

SIREF 5 RBAL, S EUF B2 e, A
LA P AEET 5 RARM S A B R an B 2 T B Ak
FEw S, i BB IE ; (3) B REE N A 0.2
mm, A T PR UE B 40 1Y 5, AR IE AT BHE B AN
B L RIE <50 wm.

K2 B SHTETE R
Fig. 2 The brazing rate of capillary and front
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Fig.3 The welding structure of test piece

2.2 REFEHE.FERE.RERKRENBTIRE
HERI R
2.2.1 RBREREHSEXNZEIERNRMm

AR AE 0 75 BEAT B2 T AR S 7E & i
FAF T AR AR, R BHETRIVE L 5w ST
H I A R L R BT BERUE . 3 A AR R A T
PR TR AR T A T A WISl B 1 23 B 2 45 SR A6
W WIS SR E RS Bl RIS, . P, S BT
SR ] WL T AT R =R (78

, PR TR L
b BGEEEY 57

P4 e R I o AR SR TH 1
Fig. 4 The forming of back of welding seam after

improving surface cleaness
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Fig. 5 The forming of back of welding seam after

raising brazing temperature
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Fig. 6 The forming of back of welding seam and the effect of

brazing filler
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