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Development of Bonding Methods for Graphite Materials

Summary

Since 1959 the bonding methods have been developed in cooperation of Tokyo
University, Japan Atomic Energy Research Institute, Tokai Electrode Mfg. Co.
and Nippon Carbon Co.

1) On the development of brazing materials, The authors have found a new
brazing material of Ni-Fe-Ti alloy for the bonding of graphite objects, On the
other hand, we have found a new type of brazing material, a paste.

2) On the development of the brazing method. The authors have further
developed the vacuum brazing, the inert-gas-shielded are brazing (Tig brazing),
and the resistance brazing., Furtheremore they have developed the new tech-
niques; reinforthment with metalic deposite beads, double-pass Tig brazing.

3) Bonding of metalic terminals on SiC electric heaters. In in-pile experi-
ments, a SiC heater is suitable. We have found a new process by which a
Titanium terminal can be bonded to a SiC heater with graphite as rink mate-
rial. The terminals by this process are capable of using at 1000°C.

Oct., 1964

University of Tokyo : YosHio AnDO, SHOzO TOBITA
Japan Atomic Energy Research Institute : TADATO FujiMmura, CHO-
ZABURO NAKAZAKI
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Abstract

1. Introduction ; .

Graphite possesses good nuclear properties, and is highly resistant to heat and
corrosion, which properties have caused this material of recent to be rapidly developed
for nuclear uses. Graphite however is a brittle, nonmetallic substance, and is
difficult to shape and work, which gives rise to limitations in design and fabrication.
Particularly, many problems exist related to the bonding of graphite articles without
affecting the favorable nuclear properties mentioned above,

The conditions that must be fulfilled in a good graphite bonding for reactor
components include:

1) Adequate strength of joint, maintained at both elevated temperatures and
durings thermal cycling accompaning reactor operation, i.e., the brazing material
should have small expansion coefficient comparable to that of graphite.

2) Simplicity of process: such as to adapt itself to operation at site.

3) Dimensional accuracy of bond and leaktightness of joint maintained at elevated
temperatures,

4) Anti-corrosive property of joint at least equal to that of graphite.

5) Economy in brazing material required, so as to minimize neutron absorption.

Various kinds of cementing or brazing materials have been tried, but none have
so far satisfactorily fulfilled all these conditions. Some foreign reports have proposed
such brazing materials as zirconium, titanium and rhenium, but such metals are
highly susceptible to oxidation, rendering the brazing process very difficult, and
practically impossible for industrial aplication.

The authors have developed a new bonding process using a Fe-Ni-Ti brazing alloy,
which can also be made into the very convenient form of a paste, as compared to
cement and other metallic brazing materials used in the heretofore known processes.
The new brazing materials satisfy almost all the conditions listed previously, and
permit application of various kinds of bonding processes, such as high frequency
induction brazing in vacuum or inert gas atmosphere, resistance brazing, and inert
gas shielded tungsten arc (“Tig”) brazing.

Since 1959, University of Tokyo, Japan Atomic Energy Research Institute, Tokai
Electrode Mfg. Co. and Nippon Carbon Co. have cooperated in a project for developing
brazing materials and processes. JAERI owns the patents in Japan, France, Federal
Republic of Germany, United Kingdom and United states of America.

2. Brazing materials

The chemical composition of brazing materials developed by the authors is given
in TasLe 3.

Fe-36 wt. % Ni alloy has a small thermal expansion coefficient comparable to
graphite, as shown in Fig. 3. This alloy is commonly known as Invar. The authors
have modified this alloy for use in graphite brazing by adding titanium to improve
the wettability of brazing alloy on the graphite bonding surface.. The resulting
Fe-Ni-Ti brazing alloy has both good bondability to graphlte and small thermal
expansion coefficient at elevated temperatures, |

Another type of brazing material developed by the authors is a brazmg paste
obtained by mixing pure metals in powdered form, using an organic compound such
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as styrene for binder. The advantage of this brazing paste is the ease with which
any kind of composition can be prepared to suit particular purposes, thus providing a
very versatile brazing material. During the brazing work using this braziiy paste,
the organic binder decomposes and vaporizes by heat, leaving little residual carbon.
Styrene is free of oxygen in its molecular structure, and thus cannot affect the bond
by oxidation.

Photo. 8 shows the X-ray radiograph of a typical brazed joint by high frequency
induction, and reveals a sound bond penetrating through the parent graphite, The
results of tensile tests on the joint at elevated temperatures are presented in Taece 8.
The results of bending tests on joints made by Tig brazing are presented in Tase 9
(Details of Tig brazing process in next section).

It has been said that in service at elevated temperatures, the brazed bond would
become brittle by carbide formation. The authors have undertaken extended period
tests at 600°C. The brazed specimens were sealed in silica tube in vacuum for
protection against oxidation of graphite during the tests, and maintained for 100 hrs.
and 500 hrs at 600°C in electric furnace. After these tests the specimens were
examined for hardness and for metallographic structure (X-ray diffraction and
micrography). The results of Vickers’ hardness test are presented in Taee 11. The
specimens as brazed revealed dendritic free carbon in the micrograph shown in Phote.
26. This free carbon is due to the existence of nickel in the brazing material, which
has the effect of decomposing the carbide in the bond. After being maintained for
100 hrs at 600°C, the free carbon increased as a result of decomposition of carbide,
and hardness of the brazing bonds decreased, as shown in Taste 11. This was
confirmed by X-ray diffraction. Then, after 500 hrs at 600°C, the dendritic carbon
changed to spherical carbon as shown in Phote. 27 accompanied by remounting hardness.
of brazing bond. This would prove that the bond is not brittlc. The above studies
have established a brazing temperature of 1300-1400°C, which is not inconveniently
high for industrial application, and the service temperature of brazing joints is 500-
1000°C, which is quite satisfactory for reactor use.

3. Brazing Processes

Using the Fe-Ni-Ti brazing materials, the bonding of graphite can be carried out
by different processes such as (1) high frcquency induction brazing, (2) inert gas
shielded tungsten arc (“Tig”) brazing, and (3) resistance brazing. A specially
designed induction brazing furnace was constructed for brazing in vacuum or inert
gas atmosphere. Photo. 10. shows this brazing furnace, and Photo. 12 and 13 show
typical samples of graphite-graphite and graphite-metal joints made by this process.

The authors have also developed a Tig brazing process using Fe-Ni-Ti alloy filler,
This process is convenient for site assembly or large scale fabrication. The optimized
conditions of this brazing are presented in Tase 5, and typical articles fabricated by
this brazing process shown in Photo, 14.

Besides these processes the authors have developed a resistance brazing process.
This process is suitable for mass production of uniform and simple shapes.

Other new techniques such as reinforcement of graphite structures by deposited
bead and double-pass Tig brazing have also been developed. The former is 2 method
to strengthen the inherently brittle graphite by reinforcing beads deposited on the
graphite surface, and the latter is for arc depositing a titanium film during the first
pass, upon which is then deposited Fe-Ni alloy beads during a second pass. This
method has the advantage of high resistance to corrosion. :
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4. Bonding of metallic terminals to SiC electric heaters

In in-pile experiments, it is frequently required to maintain specnnens under
irradiation at high temperature. In such cases the limitations on the material for
electric heaters used in-pile are imposed by such conditions as space available in the
experimental thimble, temparatures exceeding 1000°C, and difficulties in attaching
electric current leads. The heater used commonly hitherto for in-pile experiments
is sheathed nichrome heater. This heater however has several disadvantages such
as;

1) Maximum service temperatures of 600°C.

2) Impossibility of obtaining high electric power density.

The authors considered the possibilities of SiC as heater material, since it can
provide high temperature and high power density, at the same time permitting the
use of a high voltage, low current system. The limiting factor to its application in
the past was the temperature at heater terminal, which was held down to 200°C on
account of the mechanical fixture. The authors have found a new process, by which
titanium terminals can be bonded to the SiC heaters with graphite as link material,
The reason for using titanium for the terminal is that it is a very good heat and
corrosion resistant metal, and is moreover excellently wettable with Fe-Ni-Ti brazing
material. But SiC heater cannot be bonded directly to titanium terminals because of
the difference in thermal expansion coefficient at elevated temperature. In order to
overcome this difficulty graphite is used as link material. First, the SiC heater is
bonded to the graphite link with Fe-Ni-Ti brazing paste at 1400°C, and then the
link is bonded to the titanium terminal at 1150°C with Fe-Ni-Ti brazing paste of
slightly different chemical composition.

Fig. 31 shows the optimized designs of SiC-graphite-titanium joint, and Photo. 30
the complete SiC heater for in-pile experiments. This heater can withstand 1000°C
for long periods in helium atmosphere.

Acknowledgement The authors wish to thank Dr. H. KiHARA and Dr. Z. SAwai,
Professors of University of Tokyo and Dr. E. NisHIBORI, former Director in charge
of Nuclear Engineering, Japan Atomic Energy Research Institute for their advice in
this study.
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Résume

1. Introduction , :

Le graphite possdde de bonnes propriétés nucléaires: il est trés résistant i la chaleur
et a la corrosion, ce qui, malgré sa récente découverte, fait quil a rapidement
progressé dans les domaine des utilisations nucléaires, Cependant, la graphite,
substance non métallique et cassante, est difficile a traveiller et & mettre en forme;
cela limite a la fois formes et sa fabrication., Il y a, en particulier, de nombreux
problémes quant & la jonction de pieces de graphite sans porter préjudice a ses
qualités nucléaires citées plus haut.

Une bonne liaison dans le graphite utilisé dans les composants de réactour doit
remplir les conditions suivantes;

1) Solidité suffisante du joint, qui doit se maintenir a la fois aux températures
élevées et durant le cycle thermal accompagnent la marche du réacteur, ie., le
matériau de brasure doit avoir un coefficient d’expansion peu élevé par rapport a
celui du graphite.

2) Simplicité d’opération; telle qu'il s'adapte de lui-méme a Popération de brasage.

3) Faculté d’adapter les dimensions du joint ainsi que son étanchéité a température
élevée.

4) Propriétés anti-corrosives du joint, au moins égales a celles du graphite.

5) Economie dans le matériau de soudure, de facon & réduire l'absorption de
neutrons.

Des essais ont été effectuds avec différents matidraux de collage ou de brasage,
mais aucune ne remplissait les conditions requises. Quelques rapports étrangers ont
proposé des matériaux de brasage tels que le zirconium, le titane et le rhénium,
mais ces métaux sont trés oxydables, ce qui rend P'opération de barsage tres délecate
et pratiquement inapplicable & I'échelle industrielle.

Les auteurs ont développé un nouveau procédé de jonction, utilieant un alliage de
Fe-Ni-Ti, que peut étre mis en pate, forme trés pratique en comparaison avec les
céments et autres métau de brasure utilisés dans les procédés connus jusqu’a présent.
Les nouveaux matériau de brasage satisfont 2 presque toutes les conditions énumérées
plus haut, et permettent l'application de différents procédés de jonction, tels que
brasage par induction a haute fréquence, soit dane le vide, soit dane une atmosphére
de gas inerte, le brasage par résistance, et le brasage a l'arc de tungsténe protégé
par un inerte. ‘

Depuis 1959, I'Université de Tokyo, I'Institut Japonais de Recherches Nucléaires,
Tokai Electrode Mfg. Co. et Nippon Carbon Co. ont eoopéré dans ce projet pour
trouver les matériaux et les procédés de brasage. JAERI est propriétaire des brevets
au Japon, en France, en Allenagne de I'Ouest, en Angleterre et aux U.S. A,

2. Matériaux de soudure

La composition chimique des matériaux de brasage trouves par les auteurs est donnée
dans la Taste 3.

L’alliage Fe-36% Ni a un ccefficient d’expansion thermique trés petit, comparable
3 celui du graphite, comme le montre la Fig. 3. Cet alliage est géneralement connu
sous le nom de Invar. Les auteurs ont medifié cet alliage pour P'utiliser dans le
brasage du graphite en lui ajoutant du titans en vue d’augmenter les propriétés




e AT S

JAERI 1071 5

.d’adhésion intime du matériau de brasage sur la surface du graphite. Le résultat,
alliage de Fe-Ni-Ti, posséde de bonnes qualités d’adhésion sur le graphite et a4 un
faible coéfficient d’expansion thermique a des températures élevés.

Un autre matérisa de brasage trouvé par les auteurs, est une pate de brasage,
.obtenue en mélangeant des métaux pure mis en poudre, et en utilisant comme lient
un composé organique tel que le styréne. L’aventage de cette pite réside dans la
facilité avec laquelle on peut réaliser n’importe quelle sorte de composé destiné a des
fins partioulidres, et en ayant ainsi un matériau de brasure a plusieurs: emplms.
Durant l’operatlon de brasage avec cette pite, le liant organique se- décompose -3 la

.chaleur et s'évapore, laissant peu de carbone résiduel. Le styréne ayant une structure

‘moléculaire libre de tout oxygéne ne peut affecter Popération par l'oxydation. *

La Photo. 8 montre la radiographie (rayons X) d’un joint typique brasé par
induction 3 haute fréquence, joint solide pénétrant dans le graphite, La Tasie 8 donne
les résultats d’essais de traction effectués sur le joint a des températures élevées.
Les résultats d’essais de flexion sur des joints obtenus par brasage Tig sont préséntés
.dans la Tase 9 (Les détails du brasage Tig sont exposés dans le paragraphe suivant. )

On a dit que le joint brasé, deviendrait cassant par suite de formation de carbure,
lorsquon l'utiliserait & des températures élevées, Les auteurs ont antrepris des
.essais de longue durés 2 600 degrés C. Les spécimens brasés ont été scellés dans des
tubes de silice sous vide, pour la protection du graphite contre l'oxydation pendant
les essais, et maintenus pendant 100 et 500 heures a 600 degrés dans un four élect-
rique. Aprés ces essais, des examens de dureté et de structure métallographique
(diffraction rayons X et micrographie) ont été effectués. Les résultats des tests de
dureté par la méthode vickers sont donnés dans la Taee 11. Le micrographe, montré
.dans la Photo. 26, révéle du carbone libre de dendrite dans les spécimens aprés bra-
sure. Ce carbone libre est di a la présence de nickel dans le matériau de brasure
qui provoque la décomposition du carbure dans le joint. Aprés une station de 100
heures & 600 degrés le carbone libre augmenta & cause de la décomposition du carbure,
et la dureté des joints brasés aviat diminué, comme il est montré dans la Tase 11.
Ceci a été confirmé par diffraction & rayons X. Ensuite, aprés 500 heures a 600
degrés, le carbone dendritique se transforma en carbone sphérique, avec augmentation
de dureté du joint brasé, Ceci pourrait suffire & prouver que le joint n’est pas

cassant. Les études citées ci-dessus ont permis de fixer la température de brasage a

1,300-1, 400 degrés, ce qui n'est pas trop elevé pour des applications industrielles; de
plus, la température a laquelle on peut utiliser le joint brasé est de 500-1, 000 degrés,
donc excellents pour utilisation dans un réacteur.

3. Procédés de brasage

En utilisant les matériaux de brasage Fe-Ni-Ti, la jonction du graphite peut étre
effectuée par différents procédés tels que; 1) brasage par induction & haute fréquence,
2) brasage (“Tig”) a l'arc de tungsténe protégé par gaz inerte, et 3) brasage par
résistance. Un four de brasage par induction speualement dessiné pour le brasage
sous vide ou dans une atmosphére de gaz inerte, a été construit. La Photo. 10
montre ce four ds brasage et la Photo. 12 et 13, des exemples typiques de joints
graphite-graphite et graphite-métal exécutés avec ce procédé.

Les auteurs ont également mis au point un procédé de brasage Tig an utilisant un
remplisseur d’alliage Fe-Ni-Ti. Ce procédé est pratique pour les assemblages sur
place ou pour la fabrication a grande échelle.

Les meilleures conditions pour ce brasage sont exposées dans la Tasie 5, et des

-exemples typiques d’articles obtenus par ce procédé sont montrés sur la Photo. 14.
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En plus de ces procédés les auteurs ont mis au point un procédé de brasage par
résistance. Ce procédé convient parfaitement 4 la production en série de formes
simples et identiques.

On a aussi développ2 d’autres techniques telles que le renforcement des structures.
du graphite per dépot de perles et brasage Tig double. Le premier procédé consiste.
a renforcer le graphite, cassant, par nature, 4 l'aide de perles de" renforcement.
déposées sur sa surface. Le second’ procédé consiste i déposer d’abord, a larc, un
film de titane, sur lequel un douxiéme passage permet de déposer des perles d’alliage.
de Fe-Ni. Cette méthode présente l’avantage d’étre trés résistante & la corrosion.

4. Jonction de bouts métalliques aux radiateurs électriques SiC

Dans les essais exécutés & Pintérieur de la pile, il est souvent nécessaire de
maintenir les spécimens soumis & lirradiation, a des températures élevées. Dans.
ces cas-13, les limites imposés aux matériaux des rediateurs éictriques servant dans.
la pile découlent de l’espace utilisable dans la chambre d’essais, des températures.
dépassant 1,000 degrés et des difficultés dans le raccord des plombs du courant. Le
radiateur généralement utilisé pour les expériences a I'intérieur d’un réacteur est un
radiateur de nichrome protégé. Ce genre de rediateurs présente toutefois plusieurs.
désavantages:

1) Température maxima: 600 degrés C.

2) Impossibilité d’obtenir une densité élevée de courant.

Les auteurs ont considéré les possibilités d'utiliser le SiC comme matériau du
radiateur, puiaqu’il permet 2 la fois des températures élevées et une densité élevée
de courant, rendant possible, en conséquence, l'utilisation de voltage élevé et de
courant faible en méme temps, Dans le passé, un facteur limitant son application
était la température aux raccords du radiateur, qui était maintenue & 200 degrés a
cause desparticulartés mécaniques. Les auteurs ont trouvé un nouveau procédé par
lequel des raccords ds titane peuvent étrejoints aux radiateurs SiC avec du graphite
jouant le rdle de liant. On utilise le titane parce qu’il est trés résistant a la chaleur
et & la corrosion, et que, d'autre part, il se fond bien avec le matériau de brasage
Fe-Ni-Ti. Cependant, un radiateur SiC ne peut étre directement joint aux raccords.
de titane i cause de la différence de coefficient d’expansion thermique & température
élevée. Cette diffeculté a été résolue en utilisant le graphite comme matériau de
raccord. En premier lieuy, le radiateur SiC est joint au lien de graphite 3 l'aide d’'une
pate de Fe-Ni-Ti & 1,400 degrés, puis le lien est joint au raccord de titane a 1,150
degrés avec une pate de brasage de Fe-Ni-Ti, de composition chimique légérement.
différente.

La Fig. 31 montre les dessins parfaits du joint SiC-graphite-titane, et la Photo. 30,
le radiateur SiC complet pour essais en réacteur, Ce radiateur peut supporter 1,000
degrés C pendant de longues période, en atmosphére d’halium.

N

Reconnaisaance Les auteurs tiennent a exprimer leurs remerciements aux Dr. H.
KIiHARA et Dr. Z. Sawal, Professeurs a 1’Université de Tokyo, ainsi qu'au Dr, E.
NisuiBorl, Directeur, Précedent, Chargé de I'Ingénieur de Nucléaire 4 'Institute de

Recherches Nucléaires, de Japon, pour leurs conseils au sujet de cette étude.
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BMBEEROFT itz 203 LENH DD TR
PUTHLVE, TOELFHEO2EDLSLDOT
H5.

) FEHFAE LT, AR i R
HHEANZ W, TLAEDDSMTHEEPIRETD
5 EHBMETHD. BporhiETRINNERAIT b
BHT/HEL 3 2mb BETHHDT, ThCEHT S
HI5MEBDHLIREL RAETHHI. £ DI
b, TE52E )T RIBEEEONIVWA SR
BT, BOBEDASHMTEETEHESLELK
5.

2) UV—7 24 P REFEBTERINRIE R B TR
V. FgEERAAHERAL T, BREMEBHEEOX +
v=v IMEETR5E, BEREAR =viEev
—AETEHIENSLELED. OB YATE
EEERZ Zichbivy — 7 « 2 1 P EESERSh
%.

3) WEMSEFCHL L. BIAZEEE T
H5EVHUSLLAMEEDO I WEEEZFL, TOME
a4 L U LEOBBICFERAShLI G EHF
V. BEADOMREEZ AT ArToniiE, TOES
HOMAEMRTEBRLTRIFTHHZENEEL .
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i

~

%g

E ITTRHRIC & & Sh 5 MSMEBIRIC 515 B Rk
TRIh5. - -

4) EESEMEN2kg/mme Pl 1THD T & B
BoMERERICRVT, BEELNROEE, TE2
kg/mm? BEETHD. WIRIKEF VT I OREDEER
ERALHCELNS. Lil, BMIIEEELy,
BRI B WTHEERENT AHmERELTVYS. O
foib, WRICER T HEFEEXR T RIS RETD
. EQICEMROBENERICKT D LELREE
SEHcI 0 AN & ZREIRICRT 5 A 5 V0GR
EiXEbbTEELREZNTHS.

5) BEOBBERBIZZbD TS V. LR
RiC kT 5 BBESERRE O M E - (L8 (FiR)~
4.4 (&iR) x 10-8/°C)v. —fo&EE X OHEORIE
RAREIE— AT RERDLY 10 f5Th 0, 2o@EiRIcE
WA MR IR IR X < B uuMAdH. T
Db A S I A&EB % M 2510, BERRE
DTELEFNERASMEAVD I ENFEEL W
LB 1 7 &5 HEOMFTRIOILIE
HETHD.

8) EBEAEMEETRECET S L. EEE
D TH D Z LIRS IR E RSO
LBV TYEEL V. FfEE Lok K58
AHBLETH D BEMEHIGIEC A 7 v v Al e
Wk 555, OF LdEMAHETiEivy 0T, Bk
It A S M ERIRESHETIE, RFEOMAENDIER
HREINTVAEEO LAV, -2+ 2D
BERtFrlv.

7) ~HERESEMCELNG L. REOMET
e QICHERERRL CEREND T ENRE V. T
Oled, TENI—TETRETS ¢ L B SETH
5.

P X 5 i B O 2R L DT,
BB O EEOUIESED DR T b
COTDHIT LB BRI LoBiEL, 1) %50
BI%, 2) HAHEOMRE I O3 HEREO30
L2 BN THIRASEAMCED DIV

*OfER, Fe-Ni-Ti ROF L5 S sl
DESIEbDTTINTWB T EBABHERY,
EHRZOMEDA I ME, i, HOBIKRE A Y Tk
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2. BHECRTITHR

M 2 A BoETEOMEICERLL > & T5%
ﬁ@ﬁ@ﬂ%lﬁkwf%@bBﬂfwé-f®“ﬂ
LLT, flik&BR 7 — 7 v+ & LTHATHEESR
g BACHORI M & L CTERT 2 EBEZL
hie. ZoBE, BRTER S h 2 53Mid=v 7
n, Bk ®YTFV, v=via, BERLEOHMEED
Eh, BEEbe Y 77, RiE7 e A EET A IS
FRAVARLAREINTWE?. ThHEBOHRTEL,

) 77 B ICHEERBRCERLERT S LFE
BTHDLHEVDNE. Flo= o r A EERELTY IT
AVIIERR Lo BCIAT 5. v = AR L TR
TETHD. BERLe) 77 v ERLr v MFEMEL
IEARARLEETDHSD, LHREIhTVSE. b
DA I L AR TFDE S5 D Fl % Photo. 1 &
Photo. 2 bcﬂﬁ'.

Photo. 1 Graphite bonded with crome
carbide braze

EFREEAO>MIC I RNOESLLTIEF 2 v
&t Cu-Ag HEHEEAIEZRVLFENRI ¥ VAT
BRINLY. A5MOF L VvOEHERIX 3, 5 8k
XU 12% THB. HIHoFEEE, 950°C T~107F
mm Hg BEO7 L = vERATEEZRIGLTAD
ffasciny. BINLER, BiLt7 I 7DES
IGA L, Ni-Co-Fe && & B AL /-l b
5. i, A XU ATREBRFERTEETHHHE
BAPTIHOI, SHLICERDA S M BHTE S v
A3, 1000°C pLLTEHERATELASHMELTI V2=
I h, FREVEBIR=FTHRFREINC. HHOSH
DMkiéaab'lemWCfukféf-%w
7o, InENIEEEEEEME L L < bilﬁ&ﬂi_lrjlu
IohE SV, WihicLTd 1800°C U‘L@
BRI 5 2 Ry JitTtd B Lk
IO S IR R ET B L &, hoERE
MTHDHIEHPRERRETHHEEZLNG.

1%y 2% e UCHBEHEHRTHS K72 .
TR .7 b CEREERO SR BRI D
EREZTVWS. ¥OIE, &RETBBOMFIZIDL =
VF %y o TEEZTHD. Photo. 3 [ XTDAIT
HaERTLOTAHIMIF 2 vyEfvTnsY.

F—7 U PRI (74 Y H) SRV TRE—k
8, B--ERBoLaoMEs D Hhvics, B
AN A I MTIRD 2 HETH D

1) 48 wt. % Ti-48 wt. % Zr-4 wt. 9% Be &£44
35— B TEIRTHE, MEWERI VWA IME
VWb Twb. 55 HRERREShTwWiaws,
F5<, 1800°C PALTHAHS. D, HHHD

Photo. 2 Pipe joint bonded with Ni-Re brazing alloy
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T AR B S

. INCHES .
Photo. 3 Section of metal and cap of
graphite seathed fuel element
on Dragon project

MRV & & BHITEM LIRS D LB ABND.
Photo. 4 Zfa] %A 5 #4iZ X B4Y LROHET-O B L HkFo
R IT A2 7159

2) 70 wt. % Au-20 wt. 9% Ni-10 wt. % Ta 774,
60 wt. 9% Au-10 wt. 95 Ni-30 wt. 96 Ta 44k Lot
35 wt. 9% Au-35 wt. 9 Ni-30 wt. 9 Mo 58 A 54

ZOMEOA S L 82 wt. 95 Au-18 wt. 9% Ni 454
DflEA 950°C TERVOIERL, FES%E L
LCHESh - BEMEOEERASHTHE. 55
TR 1300°C JifscEMMIEE V.

DLEdmstic ki 2ot cdh a5, 3L D
EMUEOECESEELEA MBI kv
WV ORBIRTH B

Photo. 4 Graphite pipe-to-plate joint brazed with 48 wt. 9 Ti-48 wt. 9% Zr-4 wt. % Be alloy
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3. A 5 ¥ o B ¥

3.1 B5HM0nNnICHYSHME

A5 R RET BRFIRCA S Mo EER
i aahkiho 2IRTL S Tws. B
FHIg&@BERiabh, Zo2EFTMRITASH LR
EDEIRITH T L IUEIT X BRILE & RILo bk
DRE L LS. DD, AOMORNIZETHIRE
EFHILWVWASHMORBORIEL L TEYETHS. K
TR Tl B A L <IZH{EL /2. Photo. 5
WL lBRENSE, Fig 1 3£ 0 R #
[¥, Fig- 2 137 & b EpoOIFHIZ 715

KEFIT A FEZE VT, SRR LICEETS A BNEGERM L CREMN Lo A BIET 5. gL
SHOREEZEE, ARLY L TRV FEREE Y o TR W SRR BRI X D I 5 2 3K
BAL, HJJ 5kW, 20kC oFERIERERBCL v BFHlk L ofc. ZoOHBREMMEZ LY, &R

®

Oooo
D]
o oo )__-c
0 { O3
d o ©
{

©

A; High-frequency induction generator h; Pyrometer

B; Current transfomer I; Vacuum system
C; H, gas bonbe J; Lead shield

D; H, gas purification system K; Dew point meter
E; X-ray source L; H, gasflow meter
F; Test section M; Vacuum gause

G; X-ray film cassette
Fig. 1 Apparatus for wettability test
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——170 1200

Molten flux
y

/ Drop of brazing metal (specimen)

' - s
X ray film : O/Inductlon heating coil
Q y
O

Graphite crucible

Graphite plate

—_—— e -

S

—Thermo-couple ™\ | eaq shield
Silica belljar X ray source

ring seal
Water jacket

Level adjustment — Cooling water

Gas inlet =

Ll s

Fig- 2 Test section of apparatus for wettability test
BHT, LrbRESMRE K55I EnTEDE
Brsd s, REETIHE 1600°C OBRTRNMNE
ERILHZENTED (EYEEMEZERAL TH
EEEEE, SOUBRCRINFTHILNTED
vk, AELY L TEEZ (5x10*mmHg), /K#E
BRUT 4Ty ERATERES L5 T EATRET

Gas outlet (or vacuum)

H5-
DI RS LT ORERDFEE % TABLE 1 [T S
5. 13%/0 Cx-Pe  36%/0 Wi-Fe ' i5w/o Ni-Fe
TABLE 1 Results of wettability test in vacuum . Phbo“to. 6 Results of wettability test
Eﬁzaifég Pure  |Pure |Pure SI(\SH\_A%/S 413:\%/: TABLE 2 Melting temperatcure and thcn.nal
or alloys titaniumizirconium| nickel| ;11007 i a1l0y expansion ceefficient of materials
v Melting [‘hermal e:\panswn
acuum, 3,101 | 5x10-% [5x10°%|5%x107%|5x10°® Materials temperature | coefficie
(mmHg) (°C) S0 15 (20~100° o)
Testing . .
temp. | 1200 1860 | 1300 | 1320 | 1340 Graphite (Subsimation) 2~3
h bili Aluminium 660 23.9
Testing 5}131(1’3 ﬂg";tgel ity l\;Vetif:abili"cy is good, Copper i 1082 17.7
results | crcollent. ut flow is no good. Steel 1530 10.5
. Fe-36% Ni 1495 0.8
FayRBITIL2=7 AORNEIEDLDTEL, alloy (Invar)
RO BET 5. 74 VIEEECRERTD ﬁm? — 0.5
olybdenum 2620 4.9
DTEZE FiEB Z BV WD, AR g
25 541 ) w55 FHREEEEL Stainless steel 1450 18.5
HEMABREOEMTVWHL LS L LETL, 1150°C T (18-8)
5 AT BT LAt bols. YISy AR e 3370 4.3
. itanium 1800 5.1
i L S a=v ADf
ROBETERENT, 7 ADRALAIE D S0 Zirconium 1857 3.3

DT, HIHELTERERZ LW Fe-Ni Rié
DRIVUEF £ VICHRTRIFERVZRVS, BiES 1, BIEASHOBEANER Photo. 7 ITRT. 5
1300°C §i4 T, 20 BREOEAMIZIL AL LB SHOFRGLE L TEA S Holitivis XU BIERAEIE
V. ZNLRNREBROEREORNID K8 % Phote. 6 EBEELRTTHDH, »IMOMNIBERIELETH
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Titanium

Nickel

Fe-36 wt. % Ni alloy

Zirconium

305 5 H oo MR

Photo. 7 Results of wettability test
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B, A5 Mok & 0 BB HERE
$TH5. MEEEREIE TABLE 2 TR+ X 5T, B
OB RN ZbOT/hIVOIEKTS L, 7%
v, Yna=vAREFREL. 2VTTY, 2VS

Z F VITEHFEEREIE/N X v, AhERBROFERET
X, FhoofisliEL, »oRIEmIEbDHTh A

<y AIMELTOEMMERSE T EAML LI
o7z

&2F&M4i%55#®ﬁ%

HiEmhh B2 ED o ER, Fe-Ni T’-‘%’C, E
#1587 v~ 54 (Fe-36 wt. %Ni&4) DEMEZIRIRE
A/PX VT LA HEEA L 72 (TABLE 2 BIR)SD. &4
[¥ Fig- 3 B X Fig- 4 ITARL7-X 5T, EIRIZH VT

_(x10")
£ 20F [ Graphite
g 36wt. % Ni-Fe alloy
S 15+ %
e z 7
= % /
2 2 Z
2 10t % %
5 77
= % Z
7
.f. % . %
2 é Z
- I—qa /
Wil il |u ul, Z
20 20
~100 ~300 ~500 ~700 ~900

Measured temperature range (C)

Fig. 3 Comparison of thermal expansion
coefficient of graphite and invar

(1) 31%Ni, 5%Co
1. 010 |-(2) 36%Ni (Invar)
(3) 42%Ni
(4) 47%Ni

1.008 ~{g; gz’z’/ggl Leel / ’;
1.006 // //
0 N5,
1.002 /%/

S {3)
1. 000 Eg§>{h

100 200 300 400 500 600 700 800
Temperature ('C)

Length

1. 004

\

_M

Fig- 4 Thermal expansion of Fe-Ni alloy
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JAERI 1071

FAAOMIEIR X DSV, WRIRESVWTRLEY
TRELAD, BIAOMIFIEX DS AE <7n A% (b
O&EE IR EL BTN OO I3 h S
v XbiT, ERCFAS LINOESAAIMEL
THET D54, BEBEAIMIRISL, Kbz
2K B, ERRESEETEOT, EGHROA S H
DRI DS RS HmERH L TV 5.
HES51E Fe-Ni 4% 55H0ERTELT, B
Tt dhheiETchdbFF vRIEMTS L
BEZ, L VEBMEHESR S S HEBATEL, TAsLE

3 EET X LRSOFEEASMERAL .

TABLE 3 Chemical composition of
brazing materials

Element ’ ‘ Ni I Ti ‘ Fe

Weight (%) | 30-50 | 0-20 ! rest

[&5 5 i léW&MHGFAﬁm%%wa&H
T, WEMES X V. L, 2h D o &&lE, £
L, FAREBMCISCCEYRERERS DA 5 MEER
CERT A Z LixEETHY, 3BT, HEIUHIR
@Aﬁaaﬁmﬁ%W%ﬁkzb< RS S AL N

RO BRI FERLITA V. LoD,

' %§5Viﬁtﬁﬁ*ﬁfzﬁl}5ﬁ BN IS CCERDORITIE

AL, XBTRGHEE A v FIT X > ThitkR b7
#, VhWB~N—A MELN—A B SMERREL
7. &—z%aﬁﬁéﬁmﬁé%ﬁ,%bwrﬁ%a
EEAREM T LIRS AT &, G U
Thsb.

-2+ A5, ASMREECmEiS LS
OBFRT 4 v LRV L THRL, REMR
%EB?Mkloféaﬁbk;tiﬂmé #£ED

/Vf VELLTAFR—IL, AZNARTITY VL
—k.x%»T&UV—l,1+wTﬁUv—b,#
YUVERALLAT AT Vg, REOTEL LTV
FEMTHE S T2 ERCH A B LciER, A7 e
Ao kb S VA THD T LR,

IRy

A5k E LTE LLEEALﬁ_ﬁiﬁEDKE EMFEIL,
BRSO IRG S BT, BEWAER 10
WLTAF R~ 1~10 DEIATRAELT~—A ML
T5%5. AFrm —AITERA Y AF r— 1 80 wt. %, €
/= 20wt % OEETHIRTHE 80 #7 A&
Lf%®&ﬁﬁ?6~n47ﬂabfmz%n—»m
E, iz
AF B~ ADFTEETCEHEE T, HIMOR
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L3RRS VETT TV 5.
Photo. 8 |, EELORMIZXLBASHMEHWTHE
SLBEHEORTFO XMEREETH DM, A9

ik B OEBICIEBEL TV 2 AT
RENTWVS.

Photo. 8 X-ray radiograph of brazed joint
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4 A 5 fF & o B R

4.1 HEZ35 1%

H72 5 5 (RO KR 2 ED, »2/NUEOE
FAMERER 2 B 20 5 L ERTERERS 5 F 2R
{fEL 7. Fig- 5 WWREED A7 <7 ¢ » 7 5B%, Pho-
to. 9 ICFSERO LT ETH TR

Photo. @ Vacuum brazing furnace (experimental)

FEA A M EE R C L O ~FEER AR 500 mm, R
800 mm, 18-8 27 v v AfT2< Y, HEKIUR
WA Y vy PRI DEBHTH L L. BB
2—2Y « KV, BRER v 7% X OHIRETE S R
v 7 & Y BZEEE 5x 10~ mmHg (T 30 BRI EE
L, BFEEERF ARHEORELIEETE 5x10™
mmHg RFTE S L5 REROF V2R L
fo. Eifo, FEOEEEEZRFTIENTESLLS
T, =— K e S FR2BALTCTATYHAZREANT
X5X5iL7c. ok, FEKOHBEZELELDS
o, HABAALTEDTF, 43R AR
kI U ERANGRARIERT 2N MTES L STl
HZEEHRE S = - ¥ =T, BEEEEFhamzTT A7
7 bRV F—ORMNBELD. FEEFHNILED
BEGAHACONWTII VA P« F=JITX b, Fh
FhpohUHEEL T, FEKD 7 AEEZ EMICHE
Hysziicli.

RERER O MEMIF AN NE T 2 BAEMER = 1 1
kv 2,0000C FTBATES LT LI. BRAK
FABEFOW NG 10kW, 41 7 A5 40kC, 2%k
BIEFIIZEESEZELT 300V DTC 327k iR

EOMEF RIS RA % — 3 71 & 2 2T
D-olF, 1,600°C FCit Bd&-B4ew o ABERNIC
b, Ff, 2,000°C 2CIEAY PT L= Y FT A
ROy ABEMT X DET S Z LT L EFE
Wk 2 FRYEIREHT X SR ERZ T 7o

FiRo FEICE2 F vOENEMETES X 2T
JEMERE & EIERE R & Vo7 FIROTEH»DL,
PR CEliE S X O ERIREAT & D & 5 I HRTMEE
A ZATHS. R L D, BEEHPERPAIC
EBEWT 1/d~4 rpm offliz L 50~800 mm/min Dif
SO B A S AT AR LB I EMNTES L SITL
7.
FFOEIEE, 35T ENFIEO RO
BIEEED D BIE S - T, KEAMEFHTFEORUE
FRIlofs. TOXRMFTIL TABLE 4 (TR T X 5
iz, INEEORER X OER LofRERE A0 L TG
L EHREA S B L L. FEOFE % Phote. 10
iR, FEIcBsVTIE, Photo. 11 IZTRT X 57 X,

TABLE 4 Specification of intermediate
industrial brazing furnace

Bonding | Section : Max. 200 mm¢ or 140 x 140
object Length : 300~1000 mm

Heating High frequency induction heating,
process out-put power 30 kW, cycle 40 kC

Brazing 600~2000°C, automatic temperature

temperature jcontrol at any temperatures
(accuracy =+ 1%)

Brazing Vacuum : ~10*mmHg
atmosphere |Gas atmospher : Ar, He, H, N,
(.25 kg/cm® G>)

Photo. 10 Specially designed high frequency
induction brazing furnace
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i 1: High frequency induction generator 24:
! 2: Vacuum brazing furnace 25:
3: Control panel 26:

4: lonization vacuum gauge 27:

5: Temperature control and record meter; Ir- 28:

Ir. Rh thermocouple, max. 2000°C 29:

6-9: Window 30:

10: Window, optical pilometer use 31

11: Window 32:

12: Induction coil 33-34:

13: Discharge gauge 35:

14: Ionization gauge valve 36:

15: Exhaust pipe 37:

16: Oil rotary pump; 600 //min. 38:

17: Motor, oil rotary pump use; 1P 39:

18: Press mechanism; max. load 2000 kg 40:

19: Wilson's seal 41:

f 20: Pirani gauge valve 49:
: 21: Oil diffusion pumpe; 8/, 1200 //min. 43:
22: Vacuum valve 44:

23: Current transformer 45:

N 2 [ ] —
P/ /i

Qil diffusion ejector; 3"

Pump, cooling water use; 60 //min.
Motor, cooling pump use; 2P
Trap

Drive mechanism

Power switch panel; 200V-100A, 100V-50A
High frequency current filter
Leak valve

Valve, water supply control
Valve, water cooling use

Water pit

Water exhaust

Water tank

Water suppy

Needle valve, gas leak use

Leak valve

Water supply

Water supply

Gases supply

Terminals, temperature measuerment
Terminals, power supply; 1000A

Fig. 5 Vacuum brazing furnace (experimental)

Y, Z Laogdng ) BEEENIchERE LD, »  B%FEETRL, Photo. 13 BRIUL BE-E&B (55 v
-, HERERGEEL X555 MBEC—ERFEL  -#) #%F25 4.

EWV L OpDEDHRRERE Ko
Photo. 12 [XBEEIEAS 5 FHEEIC X D BES L - B4R-E
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WhLUBLWRER L TVHH, REEFML, 3
EEORPIT X 55 S5 HTREMEO S S (I3 WHET
B5. FEOBMTISERRSEET, » BB
ELTED, IBIERASMED &S ICHETO
KEXOHRE ST LR MECENTFELBS
O ENTED.

AR 0y 2, 5 (&R ko B, EX 10mm
@mgm@ LERXWERT -7 HIFLT, T-75
5 (RO &b asRnTs. TasLe 5 Ik bRk

BT — 2 B S EOREENTH D OB ISR
i, VB AIMOIRNICE > TELRA DI
—SETH 5.

TABLE 5 Optimum conditions for Tig brazing

Photo. 11 Driving mechanism in vacuum Flow rate of shield argon gas } 10~20 {/min
brazing furnace . ! .
Brazing current ‘ 150 A(D.C.)
. . 0.5
Type of joint :
l l"l"[’l (mm)

PMm14m,ﬁE?r5H%WKlnflmWn%
Ni-Fe &4&55MIzE v A5 [FLIEHET, @)
ERIEEESEASILELOTHD, () (1’1‘-’?"
oy e b—AkLIbo, (€) BEGELI
Lo D TH D
_, s b e R T L s VICh, SO
Photo. 12 Graphite-graphite joint by FHC & o TN 77 % £ 73 R M2 C L Ld

induction brazing ierdhd L EIHNS. A9 ER VEAS A IV D 3
L5y T = Y HANIET B DO T WL R R
LI VEERAME S, fEFOIZIRIR
«Copper BlEoiFES ik, BEAEERELS
EMHEELL, FRLAIMEMDOSD
<Titanium (& RT LT ARMATS CLnd
F LV ASTECHER X DG5S
& EE, BFRoEFHT XY, A5
<Graphite ey pasgd 2 T Lptfs ShAER DL

TABLE 6 IZAMIAIRB XOGES 12

MOTRE RS ST LI EDAH (HER

Photo. 13 Graphite-metal joint by induction brazing

g
[ AHEEA S MIZ LB A5 (OFE, il (500°C)
f 4.2 4F—FHR - —=LE-T—% CET BERIC &R £ UV S ML, 36 Wt %
f 35 4E (Tig 35 ) M$eﬁ%69ﬁ®#?%ot-g®'améiﬁ
: A7 -/« b —FOWARLE-T, SHEMERBEL
; 4.2.1 Tig B35 EOKETIEHORIL BAEASHMITEVTILICRIFRA S HHEFIED

£+ — b HAERAC LD T — 7iEERE, Tr3 NAMHEMEH 5 ERCHT MRz 2T
=W A SR LR WEBHEOEEER E L TirIE 13, 36wt. % Ni-Fe A&A3MrRRIALTHL L




JAERI 1071 4 A 5 %k o MR 19

(a) Pipe joint (b) End seal (¢) Butt joint
Photo. 14 Brazed joint by Tig brazing

T4BLe 6 Tig brazing characteristies on several brazes

! | Appearence

]
© Brazes | Flow | Porosity | AGFRGYT T Cckins
Pure nickel Good Slightly Good No cracking at room temp. but
| cracking at 500°C
Pure titanium Very good No Very good Same with nickel
Pure ziroconium Good No Good Cracking at room temp.
Pure molvbdem Slightly good Slightly Slightly bad | Same with zirconium
Pure tungsten Good No Slightly bad | Same with zirconium
36 wt. % Ni-Fe alloy Good Slightly Good No cracking at 500°C
45 wt. % Ni-Fe alloy Good Slightly Good No cracking at room temp. but
| cracking at 500°C
FABND. Fuib, KEEOWMERT & - 7 T, 5RO~ FI
XUREFDHILAHB. Fig 7 AT R 7 OW
4.2.2 Tig 350X AOEHORR HIFEIERANE T B, WL OPOFET TR

Tig % 5 [ X b THETH 0, RETOMEE Uiz, AR LISGEOEARRERIRF 2%
T BA% KREEEADISHIC 2V TRV L 22D My 7 OBRIBWTHRLELDTHS. Tigsd

HERETS Thbb, (il WA NS ICRT 554, BHoESTRIRE
1) A5~ Fakvized, KEHECEPIRR AEKESORBRIINVRER YR » 7 TRE- FIZ
D ENPKELMREET . xWpEFED, HI5MORNEELEW T &2 D

2) BEAMEIOEZIEEAE oD, KM T 5.
A5 E — FOREEESE D, RUCITLD .
bhatTs. 4,3 ERDIfE

3) MEHHORILIAE b, B A
2 & TRLE (a2 T B SR O BT OT AR FIR L 7= iR LR

shBOMSR T Bz, T, 25RO &, AHEMEOEECOVWTIASERLESNT VS,

i, ra—7 Ky 7 ANDHI FERBESTK WM OB OVWTL, BELORELICHIH
BN OV TD A S HIRF &2 RD7 AL TREMED A S HpBaRETH D KD D
Fig. 6 [T 7 = » 7 & INEAL 72 & &0 600°C T frERDFEIE,
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Photo. 15 7 Resistnce brazing equipment
3)  eiEuER{ LA AT
4) BmiRE ARy ERBOCIRE TS 50
T, fEEELRVDOTILV.

0 100 200 300 400
Dia of graphite block (mm)

Fig. 6 Cooling rate of graphite block at 600°C
after Tig brazing

300

C.R. 80T /sec

2001

C.R. 70C /sec
C.R. 200TC /sec

C.R. 430C /sec
C. R. 350C /sec

Not Heating Heating
Preheating by barner by electric heater

Preheating process

Fig- 7 Size limitation of Tig brazing

5) E—TIKkDHGHOKEEETIHT 5.
BETHD.
KBS EEAERT L0, AMELCIERAS
{35 % Photo. 15 273 L, T o {HAROBE 2
TABLE 7 (275
%3 (e oVt RO, Bk T
AT X » T IRI B 6 4 [T F-OIEHL A 5 {3503
RENTVWB.

TasLe 7 Specification of resistance
brazing equipment

Object Graphite, dia 10~50 mmé,
| length 600 mm

Working pressure ‘ Pneumatic load : 80~400 kg
" Mechanical load : 20~100 kg

Shielded gas for | H., Ar
brazing joint

Control system * Heating time, shicld gas flow,
loading mechanism
Electric source . Heating : max. 60 kVA

; Specified capacity : 46kVA
' Specified primary voltage :

-AC 200V
| Secondary voltage : 1~20 V
; (16 steps)
Control system : AC 100V
1kVA
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L %ﬁLHH&LT@%?%&%,Nmk& 7
HEVBEEN B EBSEBOLINITET R, E2BF S
1m'CbiL'I‘§z%iE}Jﬂ’s“Z>7‘:&b, 7Y —TETHIS5T
DO LT, BERoEEix ez EEERK L,
yu—i@@%i&w Z DR Z £ oIt
A5 TEROBENERTCITERHR LA L L, £hill
THDLTENEEL .

A5 M L2 BEMEFOMIEARD B72%, ££30mm

OTE L ESGETHFNICA S MER S L, HEE
5% 10-3mmHg, ,Lmagﬁmfrmmc-fﬁAb
WAL BB X D, Fig. 8 ITRT X 5 iR
AREW L. ZoOREBRTIIUIR EFhBIC X BHHi%
WMAES X H>FEBE LK TH b, ABromTs
IO LT BVWTCHHREDAL L WE S THIEE
L7

Photo. 16 1%, M§HiEtosduERBAc & iTalfe

190
100—— ;
-30——- i {
==

5’ Bruzed bond
Fig- 8 Tensile test specimen of
brazed butt joint

Photo. 16 Tensile tester at elevated
temperature

L2 b v € v 3BT, 2o B S
BREROE A, HPUC 7 4= v i L CRRRREF O
< kS L Th 5.

A5 RSB OB BRI RB o B R %
TaBLE B IZ7RF

Photo. 17 VX #if5 BRARORER S OUERHIREZ TR
.ﬂ‘

ENRO1BE 0 BBRORE T, 1TFE 700°C FT i

AHERMER T L TV 5.

TasLe 8 Results of tensile tests on brazed
joints at elevated temperatures

Tested temperature Tensile strength| Location
(kg/em?)__ | of failure
138 B
Room temperature 168 P
123 B
500 176 P
131 B
700 204 P

m P Parent matenal B Bond

Temp. (°C) Bond
R.T QY -w-,-M‘w T o
4

700 - 1R

Photo. 17 Results of tensile test of brazing
joint at elevated temperatures

52 35 RFOMHITRER

Tig A 5T & » THEA L RiMkFosiE%
BIHES ZLIEL ORI D DA, T T TiEl
FRBRIC X - TA S EfoMEEZRD S 2 LT L.

Fig- 9 BIAHEBNCEA L7=5 5 (o s h o
Gk e BERT. 2o X3 ilERBA TB W T
i, BRERERD & b HIL X - TAH S oSk
5T 5. Fig. 9 (@) WART XS RASFEHDOLWE
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50 50
Test piece]
/] |
' =
~N1or / v'Brazed bond
e 80
] ]

(a) Uniform piece Modulus of section, Z

0. 333cm’
(b) Practical bond
JILLLEIIR -
A 0. 126cm’
77 7777777

Fig. ¢ Test piece and jig for bend test

TasLe ? Results of bending test on graphite
material and its arc brazed joints

Kind of Bending Bending strength
specimen moment (kg/cm?)
p (kg-cm) [z=0. 126cm** 2=0. 333cm**
Parent : igg {ég mean
graphite ! 10, 8 l;§ 118
i 14.0 111
! 16.8 133
Brazed joint ’ 18.0 1437 MIE
i 19.0 151
| 20.0 158

*¥)  z:Section modulus

—ii i EE L B L E, TOEmRE 2 110333 cm?
ThHb. Lirl, 5B EFEETSEEE, Fig. 9 (b)
DEHSTEFALREDE, WHEHRK Z120.126 cm?® &
% TOXSRERED & D FTX > TROT
— 7 « AIHROMBEAFHE TS E TABE? DX HIT
A

LU 7ahsh, ERNT Sl BRI X » T3

HONEIE A 5 HRICBRHE L 2R R T, ERIEEIREL
TAD. O ERERIIAND L, ERodhiy R
R VWTRBE R RIS IR X EEREfR 0L 0. 126 cm?
£ 0.3 em® DY fiE L DI EAFRYTH D &
FALND. oK FRTE 0.126x139/118=
0. 148 cm?® BEOHEHIERHKIC LI PR VEFH
2o 5.

Photo. 18 (ZliFEBRDIRILZTRT

JAERI 1071

Photo. 18 Bend test of brazed joint

5.3 55f#F0)—IHR

MHEERMBLE LCHRAT5 & &, MY
— IRV EDEE L. & ITFBELIENC
WTiE, Tig A5 (a5 58{y, 7— 71Tk 58T
,l: ‘) WO E&R AT, A5 MHNCBHEL 225 1IER

Eb A U MRS Sk s kThvhid 5.
_@iv L HETFEO U — 2 & Rt S 7o, Fige 10 &
L IX Photo. 19 (T3¢ L i) — 7 alRsd i sti L

Alphatron gauge
& "

_Leak cock

l.eak coc

i3

0il rotary
pump

Fig. 10 Apparatus for leak test on
the brazed joint

Photo. 19 Apparatus for leak test
on the brazed joint



JAERI 1071 5.

1 #\Eﬁ*ﬁ‘éﬂ? Enﬁw;tﬁh% 50.mm, Ecé 80 mm o

#/ﬁVloTx%K7~WL,L%IUE§+/7

X DHRLEEICT 5. REHK Y RO = » 7 2
U,E&Wmaogﬁ@u—ymlntﬁﬁaﬁgg

QW—E AM 4P

Qpr : Ehﬁ%@ﬂxﬁ:@ﬂﬁL @
(ml) X # AE _(kaE) ‘

F: #iEiR#H (mifcm « min)

A, L : $EFAOEER (cm?) SXUES (cm)
£E (KUE) '

qmenaeEn Y — 7 RBRICEWTH ERXESEITL T

y— s EERDLZERC L. Thbbh, EREEY

LT,

DE *.E

=3000/760 « P« L/A(ml/cm - sec)

THIEEEEZRAL TR BEKFO Y —27E F 1
LIA %5 HEIGRAT L EOREHETH - T, HExHE
LTIk bl

Fig. 11 [XRHAQIH L EDOREH LT 55 (o
Y — 7 EROFERATRT. FEAOIER, 700°C ingh
% BEREREL Ko T, 2D Z ki, 700°C
OHEEIEENTEAI MEICEREAEL LW L &R
FTHDOTH 5.

Fig- 12 REIED ZMEMHED Y — 7 RBORER
BRTLOTH BN, TBiBELERIRO Y — 7 Eik~x
10-3m/jcm « sec T otz ZHHOMEZITICDN
B A ot LT Tig A5tz iEzL,

1
Spec‘mn AT T W TS ESATTIC IR
N 0. 1 DAL CCEITS R TisaaLs

S B A A o P o e o A o o S A A F

SpeclmEH 1112011 ’ m
No. 2 X

0.5 0.4 0.60.81 7 4 6 810
Rate of leakage (mg /cm - sec)

[ Parent graphite

ITM Parent graphlte, heated at 500°C

G=3 Brazing joint : S

SSY Brazed joint, heated at 500°C

22 Brazed joint, heated at 7m°0

‘Results of leak test of .brazed ,
joint (extruded)

Fig- 11

55 i #% F o R 23

Speclmenl {
Ni .

Heat resisted | *
. at .

| Heat reslstrd s
at 1200C

Heat resisted 3
ar_1000C 5
High density 4 ==

ectrode graphite Impervious graphite

akage (ml/cm “aee) %

Fig. 12 Results of le'ak test on several
graphite materials
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5H0D
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&,fazw;ﬁﬁﬁwﬁm,»—%@)f»@mm
BirZ é&&klof,b%béb(&ﬁf%
LBbha.

~10-*m//cm »

5.4 THERTRPEFAER

AR CA2TBRL X5 L LY
BIEHIMATE, 7 —F v P ELTHRAEIIRE AT A
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/IkLT@m?éﬁm,EKVXﬁM<O#®$ﬁ
L TRIRE R E2 R 5700, BT olEs
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(a) (b) (©) (@ (e)
Photo. 20 Types of specimens for bismuth
penetration test

Photo. 21 Brazed specimens for bismuth
penetration test

4
1 Argon gas 3kg/cm?

Vacuum chamber T
i I
! i
i Stainless steel cap
y
Molten bismuth ; J‘/ j
- High freq.
/ induction coil
Brazed o 7
:—\8*§-__:__::;'_v—:/>‘ O Graphite
ST
'

A,

l

Fig. 13 Apparatus for bismuth penetration
test for graphite joint

T vEEHAL, BIRFHBARNIEXT LSy H R
X h 1~3kg/em® OMEEZE Kol Thii ERH
KHEWT/7—5 Y FDE AT ABHBER L Y ZOBE
DENEZET L EEZEELICIDTHS.

TasLe 10 X XTF Fig. 14 3RO R L L DD

JAERI 1071

Photo. 22 Apparatus for bismuth
penetration test

DTH 5.

EROBEREBEETIERDLS5TH 5.

) BRMEFEHBREAONNZEETEA T T 535
A, AT AVRIREE 300°C, 23T 2kg/cm® TY — ¥
L7z B L Thhvo X vwe R < 2235, BEE
Ricr MR L TR 28, HEORMART
BT RRS S SIGRIC AL Z 2N ELLNS.

2)  MEMEFMER RO SNE 7 v = o RIRE GRE)
T 5G, ¥ A~ 2IREE 600°C ¢ 2/E 1 kg/em?,
FVRIRE 400°C THIE 2 kg/em? (T WTY — 7 L
Mmootz

3) MFOBRZEEDLSHEWTIERA=RADY —
TREDDBIEITEL I S, W7 718
I EwS o F VTR~ VR DR D
5.

Photo. 23 I fif € 2 = 2T ER DR O—HlTH
5755 (a) REERMOE, HEFEE, 300°C, %
JE 2kg/em® CRME XA SO LT D E A<
ADY — 7 RBbRS. (b) R UEHORBRTHS
A%, LROERFBEELRMTTETVWSRD Y -7
LTV /o . Photo. 24 3L DHEFDWIH 2 7R T

Photo. 25 VI7Ri8EME RO T M ikF % Tig 55
HLicbOTH D, ZORMBFORE 2+ 2ER
T 550°C, 2JE 3kgfem? (7 4 = vEEK) 45
Mt C&7cAs, 600°C, 34/E 3kglem? T35 5{4H;
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TABLE 10 Result of Bi resisting test for graphite joints
Joint type I
Pressure
! . . Furnace Heated temp. .
% Specimen Specimen No. atmosphere d?lifge/r:nng)e | C) Remark
% | 1-1 Vacuum 2 400 Not leaked
. 1-2 Vacuum 3 400 Leaked out
Elec(ter}?g.eugég)phlte 2-1 Vacuum 2 400 Not leaked.
2-2 Vacuum 3 500 Leaked out
3-1 Vacuum 3 300 Leaked out
4-1 Vacuum 2 300 Leaked out
4-2 Vacuum 2 400 Leaked out
Electrode graphite 5-1 Argon 1 600 Not leaked
(moulded) 5-2 Argon 2 550 Leaked out
6-1 : Argon 2 400 Not leaked
6-2 2 Argon 2 500 Leaked out
Impervious graphite 7-1 ; Argon ’ 2 l 600 . Leaked out
Joint type II
Electrode graphite N r :
e eRtruded) o+t | veewsm | 3 [ a0 [ Leaked ot
Joint type III
Electrode graphite _ Vacuum |
, (extruded) | v | eadtmmmg |2 | om0 | Leakedour
Electrode graphite 1 A l 1 ‘ 350 Not leaked
- (moulded) 2 rgon I 1 i 470 Leaked out
i Joint type IV
Electrorie graphite R
| P e | vt | vacwm |3 ] w0 | Leaked out
2-1 Vacuum 3 300 Leaked out
: 0 3-1 Argon 1 600 Not leaked
: Electrode graphite 0
: (moulded) 3-2 Argon 2 400 Not leaked
: 3-3 Argon 2.5 400 Leaked out
3-4 Argon 3 400 Leaked out
4-1 Argon 1 600 Not leaked
Impervious graphite 4-2 Argon 2 400 Leaked out
4-3 Argon 3 400 Leaked out

Photo. 24 Section of brazed graphite joint

on the bismuth penetration test

DE—~ FE>TERFHELERAT AR Y — 7 LI
IOBE, HEY—NMERWTERATADY — 7 %[5
LriiTigoTwich, RROFERY —72LHBT
L CELP o,

(b)
Photo. 23 Results of bismuth penetration test

(a)
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B O -1V type _
= 600 5 600 Testing result Vacuum | Argon atom
& ~ No leak n ®
(]
2 f:: Leak out joint 0 o
2 e f—
;‘5, 300 E 300t on Leak out parent graphite a e
g g Leak out joint and
< = . 2] -]
= parent graphite
0 i |2 ?; 0 i 2 3I Joint type
Pressure defference (kg/cm?) Pressure defference (kg/cm?) I type [ type
600 - M type 600 \ V type
3] £ N, ¢ L)
) o §
° \
& 5 @0
= . =
s 300} o 3 300 aal M tvpe IV type V type
: :
: :
=
0[ L Il I O 1 3 L
1 2 3 1 2 3

Pressure defference (kg/em?)

Pressure defference (kg/cm?®)

Fig. 14 Results of bismuth penetration test for brazing joints

. ¢Brazed bond

Photo. 25 Brazing joint of impervious graphite
at elevated temperature

55 SRRFRR

BiA% Fe-Ni-TiRA S 2HAWVWTESLL
EERD S SHBEE FUGL TRIEEET, 555
DBEIET D ENFELILRSE. LI5S [Er &R
CTEAIh5EEA 5%, #ERBTAS>HORIL
PREXIND I EPEZ LRI D7y, ERpfE
Hizxt4 5 Fe-Ni-Ti &5 312 X % A 5ol 4

= B

Tk n o iz L.

A5 U A RO TRl Y s e Sl L T, 20
mme G 7Y 2 AL T Ciah (B 5% 1073
mmHg) CHEA L. ik, EilcER e
MAEILL THHET 20 &M< /o Th 5. itae#
AU = 7 m ARUIRHTRIZUE N T 100 i 3s
L OF 500 ERMHE IR 3 T 08 o 7o, InBhEERTS, T
WER o B AR L, SmBEMeE, X ER
Ak LORERER R 35 27k » T LI & Bl % L
7z. Fe-Ni R &OIRER %Y Fig. 15 ICRTHMEKIRE
B kiT 5HEBITRRETH D L SN TV 5.

DAL EERFERAHBITT 5 &, &EBEMEEERm X
SHEICKVTIE, EESOFEHIZLB5 5 FHW
TEAELAA ST A 5 FITIE L TR S 5 i
TR 29%, BERISER XU = » L 2 R tE 2 <
57, el A, FIRBERILTIT B 3 % HzET
5. SHICRRFHMEHABEEZ R i oA ST
LR KBTIk s R EET5 %25
N5, o LR XEETREBIC S VT RO
EBBEINEP I L XV ESTLNREHDTH
5.
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1600 11539: 1512°
6.2 L
1500 | S 1455°
3.414.5 T
1400
£ 13eof
14
1200 1000 910° I
£ 1100 — 8001\ . I‘e‘Nla
g \\ 612°
2 1000 600\ TR
£l N A
a\\‘ \‘~‘ 3535\
\\\ 200
700 o\ Fe 20 40 60 80 Ni
600 Li A L

fe 10 20 30 40 50 60 70 80 90 N
(wt%Ni)

Fig- 15 Equilibrium diagram of Fe-Ni alloy

SEHEMBEC L SHEHEREE ST 50 EEHO
WA s T s o, WIESEITIE » - A
B A VWTHR o7z W& 1kg & L7 WES
BT A S % 3 HS T bl T BERIC OV T 4~5
[l 2. ZHONE[OEEERdi. ®EHZS
5 {figii%, 600°C ¢ 100 pEi{ffds X ot 600°C ¢ 500
BRI L2 d oo 3 o, SEBEMEE X ot X e
fralic g L2z 3 & []-- T B 5. oM W%
TasLe 11 {2734

WA ER DAL R 2 H% 45 &, S5tk X b 600°
C T 100 BRI SR OMIESE T LT D, Shid)y
REROTH O EE L 6D, X5 600°C, 500
FFE R R OMENIHEEE S G L TV 503, Thinl
D72 X 50, IR ERIR (L U 72/ DREEEA Y
miicdob#Ezbhs.

TABLE 11 Hardness of the brazed bond
after long periods at 600°C
Condltlon iVickers’ hardness with 1 kg load
84.8}
As brazed 85.0; mean 85.2
8.5/
62.4
Aftegohoo%hrs at 65.3} mean 64.6
66.0
116.5
After 500 hrs at
600°C %:Zggg mean 124.4

Y i ¥ F oo H 27

Fe-36 wt. 25 Ni A5 X #EHTHERZIVT, v
EAROTFE TR T & /.

Photo. 26 [T Fe-36 wt. % Ni HEASERVTR
MEAESLICEED A5(180 £BHEMETE T d
5. BENEA S MR 528 » OEIA R LI
LT R E L~ TS B2 &8 B T dH
%.

600°C T 100 % L 22 I3\ TR BLEAD
fid, AS5MEROMBEIEEA ST LR v

Photo. 27 |14 5 {1{%, 600°C (T3sv T 500 mEii{%
FLICAS IO BHMETETHS. ZDBE
FRIAKBROERIR Lo S 2 ic i E S hre.

IO K Z X FREIHTERERICICL 7225, BB Xor
= v r L ORIEHMOPTHRIZIALMICGED S Z &M TE
Aot ERBEROR TS 7 oI EREIL T
PISNIEIET D > 7ohs, BEEEREUC X0 1 IkiT o
WEASbO TR BITH S 2 Lo FillE .

Photo. 26 Microphotograph of brazed
bond as brazed (x280)

Photo. 27 » chrphotograph of brazed bond
after 500 hrs at 600°C (x280)
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6.1 ERBEMORREY @R

B EEM B & L CIRERK L, AW
LSS LOBE L > TV A Z EEFTED & I
DT B, EBESIE Tig 25K L -T2 {EE
LoEARESTIISNT, THE LERKOKRE K
Ve FRELZ LX) BEMEE AT H 2 LE%
2t chiddicrda vy U — HEERHET 50
kR AV AD EFERT, T - TREED
MEERAIRICHINT 5 2 LA TE 5. TERENESR
YUery ke JEAL VY= DT — 755 BT
X B o itaR s it o B, Fig 16 IR T XD
IHREECE p Snb 5 L &, HEDZELZ w,
wmEADY v ER E, BTV Vikk v &ThiE, HE
DL FEAII>EOL STk B.

d* 12 12
dxl‘ll — w= 5 tap ........................ (]_)
fe7il, E'=E/(1-¥%) TH 5.
4 24=12/r2 ¢ BT TSP P PP PP PP PRSP PITPRRY PR PRI (2)
Lk, ) R
B =12 h o,
L2 avw=pish ®)

s, (3) RNo—fgif
w=A coshdzcosix + B sinhAzsindx +-
C coshaxzsinix + D sinhdx 4 cosix

DI e
b e (4)

ThbH. 2 OFEELELT2HOMEIRO hR % & 5
&, ELRHROEL»DEEKETSERY, WRRS
X bW THRATH Bictd, LOMEBETER & EHF 0

P S BREEEAND &, I I BT
_ pr® (_ coshdlsini/+sindicosd/
=g t{l coshalsinha/ +cosil ] ®)

Lith. TS5 priE ¢ IHRRO RV E EDRES
ThHoLrb, HRBOY » FOBLICKT 5IGE
FdBZ EHATE, SMESImm, RE3Bmm OREH
HIZIRSmm ORiY — Y& Y » FEEXTEVE
OGN Fig. 170X 315, Fe-Ni &0 5
SfaE, Tig A5MBEICX hiiEe - F2funic
BICRBB LMY L B ORERBOBR, ik
BOLREVESITILL THEONERML > 52 &
/13 S VIEEY ral

01020 30 40 50 A

10730 50 70 90 (mm)
Piteh

Fig. 17 Relation between deflection and
pitch of reinforcement

By b OFGIREE A A OUEHFLIZIR b 21 Bivd
ML XA v = b, REE & s IER s h
B, BIRCARSE A pRTUTATR C BFEh oD 7 4 &7 735-
Yo Blmdr o kD AAA VH— + & F—HHT F—
~FEEo SERERRC DWW, Fig. 18 IIRT & 5 7« #iioh
E— FaBVIMEIR W IIRERBZ S Likofc

)3)BEBIDBINIMIN

g —

)3IPPBHBIIINY

))9B3BIIBIID)))

Fig. 16 Analysis of reinforced graphite pipe
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Fig. 18 Reinforced graphite rocket nozzle insert

z 7, EREIIEME L kot ©— PR &R
B2 OEEIRRBSNE VWD T, BEE S eV S—FT
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6.2 2BEY Tig 554

Fe-Ni 54452V 5 RHEO 1+ =t &
R w—=n ¥ o7 =255k (Tig A5 &2
WL 4 2 s\ TR L 7As, LS IhEEHIC
ARG IO ARIES T ETH . LinLLd b,
EE R TR P2 AT ks iedizid, Fe-
Ni & A5 MPhLiffg, 7 an VLl TR ED
LoMRbL. TORD, AI3HMOMREORINES S
MBITEDWLETH 525, &IEA 5 MTRTIWITA7
KRR E 5 2 L ZEETH 5.

SEE B ESTME E LT F 2 vasi it LTI
SRR E <, EC K < lahvd T B & 3 1 THY:
WLk S ICHBAICLIEDT, F2VEHIHMEL
THRTBCE ## 2 fo. LLEMRD, F2V%
Tig 5 5 (5 & FRMERRIGHLDE SAEE H7c
b, B E— FICEREETL LAY LI
Fro EESIZ IO, ERHROB1EERF 2 O
wr (0.3~0.5mm §) X ->THML, Fig- 19 ITR
+ X5 EIEFICE - CTEDMEREZ A F— P HA - T —
7. b —FICE - TERMRHESTCRER LD
TOELIBLL-THEMBEOEMmE L, SHIT
Fe-Ni% 3 HafVTHE2 BaURELnd. B2fE
HEAEOMBEE R RIFL, BEANCEV TRz IR
2B T LASTE S, Photo. 28 |3 BEREFICEIT D
ASHEHERTHOTH S

Graphite
] /] ZERZ
% ;
I\ Titanium _ Ni-Fe alloy

Joint type 1st. lyer brozing 20d. lyer brazing
by titanium hy Fe-Ni alloy
fig- 19 Double passes brazing process

Tig Brazed joint

Photo. 28 Double passes Tig brazing
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TERF R OB WHEITSH S 5 2 1T, Tane
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TABLE 12 Resistivity of various materials

Material | atom o [T G
Aluminium 2.824 0.0039
Copper 1.724 0. 0035
Nichrome 100 0. 0004
Platinum 10 0. 003
Steel 10.4 0.0038
Stainless steel
Graphite 800~1000

b5 O, MEEOERIhS{L¥TERER
EHIC BV EERA SN S, RAERICIIE
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=+ =L ] Graphite
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Fig. 20 Optimum brazing joint type for
graphite-metal (-titanium-copper)
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WL 72 vO 5 TR, A5HBRE% 1200~
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Photo. 29 Mi

crophotograph of brazed bond (Gr-Ti joint,

Titanium

i Alloying lyer thickness
: 0,001l mm

R Brazing material

g Graphite

brazing temperature : 1250°C), (x290)

Titanium

Brazing bond

Graphite

Photo. 30 Microphotogrph of brazed bond
(Gr-Ti joint, brazing tempe-
ratur : 1400°C), (x240)

5 R Ui BEEEITovWTIE, Wil 3 &M

HEST ¢+ 3 44 (1 kg/em?, 5kg/em?, 10 kg/cm?),

%5 (IR - 2 &0E (&, s @), A5 RFEA

3 RIE(T ATy, BE, ER), TV - GEHEE:

3 &4 (0.35, 0.6, 1.O0mm), ~—=%t%3HoD

FH, OENEEE : 34M:, A 4 &M (Fig 21)

il fAbE CHEEREGRIFEZ{GIILITL.

2 — 7 ZAREHO EERBROERE TABLE 14 T4

3.

T DOESHREBROEE, = — 7 AZBREMTOER

73 (0 B &NET TABLE 15 (IZRT LB 0 TH 5.

7 — + RENERTH LORARBREMFTOL

TRAFLA S HEHSELRT, LIz

Lisidiidinbinv.

Brazing face Terminal metal
]

(10 20)
l d
\ |
1
! Brush f Brush |
| & .
b —
| : 1
i t ]
! i 1
fe— 0 2 g sl
fi= 0=
(a)
Brazing face Terminal metal
\ ¥ (10X 20)
| i
\ |
| |
i f
L |
| i i
i ) 1
| ! 1
te ﬁl I E 2 =
' 0
(b)
Terminal face
(10X20)
i
1
i Brush
Brazing face Brazing face
/ Insert graphite

()

Fig. 21 Resistance brazing joints
for brush terminal



JAERI 1071 6. 525 oA 33

TABLE 14 Results of brazing . test for carbon brush brazing on full face

Heating condition Thicknésé ofi
Load f . ses Results of :
. - . |terminal plate| Cooling condition Evaluation
Vo(léz;ge Cu(rfgent Time (sec) (kg/cm?) (mm) test
6.2 1018 292 10 1.0 ' Natural cooling | Cracked 4
6.5 972 298 - -5 0.6 i -Natural cooling*} . Stripped 3
5.0 736 370 10 1.0 1 Natural cooling | Bad brazed 1
5.0 837 360 5 0.6 - Natural.cooling | Bad brazed 1
6.4 1041 83 10 0.6 Natural cooling | Cracked 4
6.2 1068 54 10 0.4 Natural cooling | Good 10
6.5 1060 180 5 1.0 : Slow cooling Cracked 4
6.4 950 64 10 0.6 Slow cooling - Good 10
4.8 766 370 5 1.0 . Slow cooling Bad brazed 1
5.0 874 368 ! 10 0.6 i Slow cooling Bad brazed 1
6.4 %7 78 l 10 0.6 i Slow cooling Bad brazed | 3
6.3 950 | % | 5 0.4 Slow cooling Good 10
6.4 1008 | 93 | 10 0.6 I Natural cooling | Cracked 4
6.4 970 | (I 5 0.4 ' Slow cooling Good 10
TABLE 15 Optimum brazing performance 30 30 P ,
oC T Yy o __.1 - -GC
for carbon brush terminal 360°C, Ggphr—25°C, 5 11—)_360, ’
Full face 1/3 face 30 30, k
S brazing | brazing 16 60 hr—-25°C, 60 gohr OV LI
Current pracess Continuous o Dgtgd B OAEDELI . FOEE, A SHEFLERS
n : 3.6 sec,
off :lsec [E0#HYEL THAMAHML . (IZRH 2D
Voltage (V) 6.4 7.75 N
Current (A) 905 876
2 L1
Current time (sec) 48~-90 25~52 2) PEAMRHTRUBRO fR
Pressure load (kg/cm?) 5 10 Yalfi, 45 SR 6 > » T, BAEHRICX
Thilckness of terminal 0.4 0.4 DY - FEANE D AHERTATIEL 2o IS TRIE Fig. 22
plate :
‘ L. SMER DSk L A VSR,
Shielded gas | Ar | Ar AT BROERE TARE 16, Fig 23 1R M
Brazing Process | ’ BOFEREIITFT, 2L bEGOEEITIIRLTAS
Brazing time (min) 7.5 7.5 -3+ 03, b TEIMMERMEVC L2RL
Bonding strength(kg/cm?) 5~12 11~22 V. i ’
Lead wire
6.42 A=Y ZARBRHBBRAFSSHFy—3F0 @ Pressure bonding terminal
[CDWTOEERE Y~ 5 Iwver alloy terminal
N o Brazed face R z .g) nvar alloy termina
1) 8y 1 7 AT ARBRORR @ _
. Brush specimen
2 — 7 AREAR E, £, £4EHCOVT Yy ©-1
7 A FR AL, KRR TRERE 200° C, 360°Cic Note : Pressure bonding terminal is soldered
U TR, with invar alloy terminal
D FEEiRE 200°C (x£10°) Fig. 22 Measured method of
HE 1Yy E, AFEA S HEE 2 EHICoWT bondlng resistance
30 o 20 . '
200°C, 64y hr—»25°C, 5ot 2o hr—200°C, 3) glgﬁgg 5@@@?:%

FNRZ R SERME (Bt) BEAL, #ﬁﬁmﬁﬂuﬁ
. B7at s ¥—ATHREL. SBOERZ TasLe 17
% 5 A D IR L AR R E 230 ih o fa Y ?ﬁ%ﬁoﬁ%m%rﬁb +§}f«aa;;> & AR

0
17 hr—25°C, é—ohr DY A7

® REHEEE 360°C (10°) . i

R Y H, £S5 HEE2EITOWT b EEFHARBRORE
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TaBLE 16 Electric resistance measurement of brush terminal

Caking Brazing process
process Full face l 1/3 face
Run No. e e e e 5 i e e e
Measured location
A | B | 0 T o : B e e e s
1| 2z | 3 4 | 5 6 | 1| 2 | 3 4 5 6
1 5300 | 5000 | 1000 { 1300 | 1100 ! 1000 700 | 1300 800 1600 { 2200 | 1800 1800 | 2400
2 5000 ! 4800 | 1300 { 1500 [ 1400 | 1200 900 | 1500 | 1000 | 1500 | 1900 | 1600 | 1400 | 2200
3 | 3500 | 3800 1200 | 1400 ! 1200 | 1100 700 { 1300 600 1000 | 1600 | 1300 1500 ¢ 2100
4 ! 6400 | 6700 { 1100 ! 1300 1000 : 1100 700 | 1300 | 1000 | 1500 | 1800 | 1800 | 1400 | 2300
5 . 41C0 | 4000 | 1100 | 1400 | 1100 ! 1300 800 | 1400 700 | 1300 | 1500 | 1700 | 2000 | 2100
6 3900 | 3800 | 1000 | 1300 | 1000 : 1000 600 | 1300 | 1200 1600 | 1900 | 2100 1900 | 2400
x 4700 | 4680 | 1117 | 1367 | 1133 | 1117 7331 1350 883 | 1417 | 1817 | 1717 | 1667 | 2250
4 98.1|109.6 10 8 7.4 13 7 ! 10.8 9.4 7.6 20.4 | 21.1; 22.6 | 24.1 24.3 | 12.6
Brazing on
5000 1 full f
80 ¥4 face lull Tace rpm m/sec g/cm’
mm Calking process B -1 I - 500
223 Brazing, }sface 70~ .1
__ 4000 C3 Brazing, full face 11250 19.6 250 2
o —~ 60— =
X £ -+ 500 5
~ 50 a
g 3000 £ {-1000 15.7 250 &
s S 40— L 50 =
G 2000 Z £ 30 2
g f 3 20l + 750 11.7 250 ,E-
Z . + 500 &
£ 1000 , ¢ 10'”” - 500 7.8 250
= 2 7 , '
2 z 123456789101112
/ g

Fig- 24 Results of impact test for brush

1 2 3 4 5 6
Measured location LU A TR AR (RIGAIERNZIE <) T Yolll, £
Fig. 23 Comparison with bonding rcsistance A 6 TICoVTHERL 7o SERO LTI Fig. 23
AR e OFER, a iS S (HAVE 15 ’RT 2 6,
S5 REMIT 18, TLTTSRHT L& — 3 + LA
WL BRo7: 20 80 W7 A b TR
ot Efn, AWTRE 415 80 BT RE 2HDT,

TABLE 17 Brazing strength of brush terminal

Specimen . Brazingload (kg) oyt 65 WAL 60 WEMIT X — < AgME L . 7k
B o: - Full face brazmg 1/3 face brazmg i3, Fig. 24 [Z7R_L 7 No. 8 11 80 @ef§ic7 v 3 —H
1 10 8 BREL T, ZOMBRFBERPLDITID S — 3
2 24 8 RMESRDBDT, B5F %~ 3 F T2V TIEEEHE
3 24 13 SAL T
1 21 10 3 e
5 25 12 5) R
6 10 12 PDLEDOEZBOREEN HIRD T AR 5.
x 19 10.5 @ £@EAS S Y HAH SR XD RIFaER
’_ 6.5 1.9 SERERLI
—Load @ V- FEERY R, uE;EU)fPLbbEM:L'\
Load — Lead T/J\é {, - 7 /:\‘—%l]\f;:\,\
™ Terminal plate ® #yq17 ll«ﬁ‘]’]\)ﬁi’éﬁ 360°C, 144 o7 A
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6.5 SiC RRUOERY—ITLOES

SiC ZEnA3miBARMKE L CiEkrbER SR
CTE, B, SIC BiRoMERMET 5 & & %
I, REMLECEVWTHEL <HEEIEATVS.
Lo L7hss, SR CEREERTLHS— I -4
HWHENT 7 V) o T BRI TRIFTHOT, #— 31+
Atk 200°C DITORECRIE T2 08NS D, Ehb
RRIZCEDHERDE .

g5y, SIC REED 2 — I F L EREELOME
LS9 RERGAT 5 LIl THRTE &R
EZ MR EED.

6.5.1 BEMHARER

SEELORFL 2B 5 SIC KETRILLNE
PETEET B0, T3 v HFAFRRTRhEE%Z
EhL 2. RRRBRICHER L2 BER L LITo~D
oD AhHBRORKBR, 553 SIC mLTH
1400°C TiARLL, #91500°C iohmhlrcL &, K
onhEfzaRl, 3 1600°C Clxnhsyld L, B

Type A joint

N

/A ',; A
/§, __3('),, z Invar alloy

1
nmmm
/: r'| & Brazing face
A=V 1 Sic pipe

' -
Type B joint

SiC pipe

Brazing face

B e ] B

- Invar alloy

7

L

b5 ffk oS
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NERLINEET S EASHESh . RhoRbER
FECA S M OB ENRAEEL LS. hlBROFHK
BEEX DT A=Y HADFRS S HORNBRFT
b HERVE/ LN

6.5.2 HFEEFILOESKHE

Fig. 25 CRT L 51C, A, B 2{HOffFEF 1%
BELT, S5 — I F L OEARBE S ok
EAFBROBERIRNCRAT IS, A, B »wiFho
BOKT D 5 5 fHEonimaRcsye, SiC ol
i x 82 £ CTREL . Thbbh, &8s — 17
nELTCT VA —HEEHRTH L&A 5 MREL
T v A~ EORRISEUT B0, £~ I F LR
RELDBOTHSHEERLTHL . Eligdmi
BV THIBRROBIC L VY AFEZEL -
THEREETS.

LLEORERER S, &F % — 1 L 2EEE SIC i
EATDH I ISR T 528 o,

EEE— 3 ADOMBLLTRASFREI VEW
AiEAEL, MAEOHVHMEE L TF % v2lifY
B L EERI. FRORET 1800°C BE T H
D, ERMAELTRBETE L, Wz EbDT
RIFTH 5.

SiIC A 3 (HEOWIMBINTIT 5 SRFLEHIE
T HldiziE, iR 5 MERERR IR BIL 2R
MR ER L LTERT BV EH R

After brazing

Melt down

Cracked

After brazing

Cracked

- Melt down. .. = = =i -

Fig. 25 Joint models for SiC terminal brazing and the resutls of their bonding tests
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BENITEMESRIFTH D LR, &8s — 310
LLTHF 2V EDEST6I TR DT T
EFHTH 5.

PLEoEE»D, SIC-RiF-7 % v OflfbEIC X
5 SiC FEHAKOEE S — I FVEAFBRELEDD T
PR R ALY Al

SiC-2§ ﬁt#ﬁﬁﬁéﬁﬁtﬁﬁb‘l Fig. 26 D X 57Tk
OYFIT XD, EESOBERLEN—A F55HEH
VW 1400~1700°C oim#a L ClEx B Tk o7

After heating

Graphite at 1400C
] Brazing paste
n
=

|

o[ sic | |
|
|

Fig. 26 Wetting test joints for
SiC-graphite brazing

Graphite
Pk il

Brazing face

Fig. 27 Model joint for SiC-graphite brazing

READFER, A5H0 SIC T HRhIEbD
TEBIFT, ZHOFAERBZLNL, oA TT'T Fig
27 CHRT X O KR I D A S HORERNE 55
MoOEELELL, FRAASMORIITESZR ISR
<, A5fHEET 1400°C Bl 1, FE[F AR T LT
VCHBIEBNELVWETHRDTHoT.

HAA 5 2 EER I OWTCIE Fige 28 WART X 575,
ZEOTKORFIC OV TIEAT T EED. ATE
FIRBHR L EML TV ANEDIEORGEREL T,
HRLEZbDTERW
EOIE DS OEIRP T CHESE Y. CHIRF
Tt B 5 RHEEAMEVEA (1150~1200°C) 135 5
MOBROZTEEL, 55MBEIE S (1350
~1400°C) 127 % v OIVEDIER ENVITIHRL T
ET5. WThiclTd, RE-72 VEFOEF R

A ENE. BERKFTIN

JAERI 1071

Type A

1Y
I Titanium

.2 1lanum
Brazing face

| prac’ls e

44 -l >

After brazing

/Graplute

Type B

~

Type C

<
4

Fig. 28 Joint types for titanium-graphite
brazing

AAHFEM LIS EAEMERZEC RV &AL RE
[AgY el

SIC-LEA-F & VKR DWW Fige 29 ITRT &
5 ekl &« DIEFIRIT OV CHEGMRBZEGL 7. 5
5ER L SIC-BEz S LD THE, Bi-742Vv

2554+ 5. it SiC-Ri A5 HREDIES
BEVeDTH . EAFHROBRIFAKCRL TS

555 TRMEENCIEGAMKESEA LoREkEF L i o
7o TOED, BICF RV« Z—3IF N KA E
25 CHid Z 8% SRIIL e
B S hvic SiC REMADRETE Fig- 30 IWRL, #
A= Photo 31 b:—rv;‘.' :
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Brazing process
Type D
I

1st. step

6. » 5 &% oK H 37

2nd. step

T Titanium

%
2

[
Hien
I

Stripped

Stripped

Brazing face|[]
T B

4 Good wetted

14
Brazing face J
| T“

E

Fig. 29 DBrazing joints and results of

their brazing test

Spiral SiC heater

Graphite link

Ceramic_insulator

Spiral SiC heaters for
in-pile experiments

Photo. 31

: &

A\ N

225

SRR ."-‘:-“'N-"". =] N-' T

| sa\s
L

{ AW

L’_ H/’“Spi;"al SiC heater

47

/ 225

/Ceramic insulator

/
270—
/Graphite link

28—
\Titanium terminai

Fig- 30 Design for spiral SiC heater-titanium terminal bonding
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