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Brazing Ability of a Ni-based Brazing Filler for Ferritic Stainless Steels
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Abstract

Herein, the exhaust gas recirculation (EGR) cooler is produced by brazing, which has considered
suitable for joining its complicated parts. With the downsizing of these parts, ferritic stainless steels
have recently been used for developing EGR coolers because of their excellent brazing ability. In
this study, effects of Ti and Nb as stabilizers and Al as a deoxidizer on the brazing ability of a Ni-
based brazing filler in ferritic stainless steels were investigated. The investigation revealed that the
brazing ability was reduced by adding Ti and Al. Based on these results, Nb stabilized ferritic
stainless steels with low Al contents and high Ni brazing abilities were developed.
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The relationship between the equilibrium temperature and
the dew point in H,, for the seven metal oxides
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Chemical composition of stainless steel samples used this study
(mass%)
C Si Mn Cr Mo Nb Ti Al N
SUS436L stabiized by Ti 0.01 0.1 0.1 17.4 1.0 - 0.2 0.08 0.01
SUS436L stabiized by Nb 0.01 0.1 0.1 17.3 0.8 0.4 - 0.06 0.01
SUS444 with 0.01%Al 0.01 0.2 0.2 19.3 1.9 0.5 - 0.01 0.01
SUS444 with 0.03%Al 0.01 0.2 0.2 19.4 1.9 0.5 - 0.03 0.01
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Schematic and an image of the filling test specimen
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GDS profiles of specimens heated at 1130°C for 10 min
under 50Pa N,
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