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Brazing of Ti and Stainless Steel Dissimilar Metal Joint
for SMART Steam Generator
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Abstract

The purposes of this study were first to optimize the brazing technology of Ti
alloy/stainless steel dissimilar joint for the steam generator of System Integrated
Modular Advanced Reactor(SMART), and second to investigate the reaction at a joint
interface affecting the brazed joint strength. The joint between Ti alloy and stainless
steel was brazed in a vacuum electric furnace with two kinds of silver brazing filler
metals. Optimal brazing conditions were obtained through measuring joint tensile
strength at each heating condition with brazed tensile test specimens. The real
dissimilar metal joint of the steam generator was brazed according to the optimized

brazing condition. From the joint strength point of view, brazed joints using BAg-19



filler metal was superior compared to the joints prepared with BVAg-30 filler metal.
When the specimens were heated as fast as possible from the melting temperature of
filler metal, reached 940C and cooled with Ar gas, the joint tensile strength was 311
MPa. To maximize the joint strength, the heating rate must be fast and the brazing
time must be short such that the intermetallics formation is minimized.
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