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Performance Analysis of the New Palladium Containing
Nickel Base Metal Solder Brazing Stainless Steel Joint
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Abstract: The properties of 1Cr18Ni9Ti stainless steel joints brazed by a new type of brazing alloy
Ni-Pd-Ag-Cr-Si have been analyzed. The results showed that the brazing filler is well wettable for
1Cr18Ni9Ti stainless steel. In the brazing joint, the interface between the brazing seam and the base metal
was a long strip of dentate nickel base solid solution compact structure parallel to the interface. The solid
solution had high strength and plasticity. When the brazing seam width was 170 pm, the brazing seam still
had a higher shear strength, which was beneficial to ensure the quality of the brazed stainless steel

products did not change significantly.
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Tab.1 Composition (mass fraction) of brazing filler 1%
Ni Pd Ag Cr Si
RE 36.47 5.87 4.81 0.63
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Fig.1 The vacuum brazing furnace
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Fig.2 The spread of brazing filler Ni-Pd-Ag-Cr-Si on the
1Cr18Ni9Ti base metal stainless steel
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Fig.3 Relationship between the shear strength of the joint and
the width of the brazing seam
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Fig.4 Metallographic microstructure of brazing filler brazed

stainless steel joint
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