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RATIONALE
Five-Year Review and update.
NOTICE

ORDERING INFORMATION: The following information shall be provided to the plating processor by the purchaser.
1. Purchase order shall specify not less than the following:

e AMS2675J

e Quantity of pieces to be brazed

e Material types of components being joined

e Applicable cognizant engineering organization (CEO) engineering drawings

e Heat treatment, if required (see 3.6.2)

¢ Method for determining area joined by filler metal (see 3.7.2)

o If proof pressure testing is specified, the method and acceptance criteria to be used (see 3.7.3)

¢ Number of joints, parts, or samples for preproduction tests (see 4.3.2)
2. Parts manufacturing operations such as heat treating, forming, joining and media finishing can affect the condition of

the substrate for brazing or, if performed after brazing, could adversely affect the brazed part. The sequencing of these
types of operations should be specified by the CEO or the purchaser and is not controlled by this specification.

SAE Executive Standards Committee Rules provide that: “This report is published by SAE to advance the state of technical and engineering sciences. The use of this report is
entirely voluntary, and its applicability and suitability for any particular use, including any patent infringement arising therefrom, is the sole responsibility of the user.”

SAE reviews each technical report at least every five years at which time it may be revised, reaffirmed, stabilized, or cancelled. SAE invites your written comments and
suggestions.
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1. SCOPE
1.1 Purpose

This specification covers the requirements for producing brazed joints in parts made of steels, iron alloys, nickel alloys, and
cobalt alloys by use of nickel alloy filler metal.

1.2 Application

This process has been used typically for joints requiring high strength and corrosion and oxidation resistance up to 1200 °F
(649 °C), but usage is not limited to such applications.

1.3 Authority

The CEO may impose requirements or approve allowances that supersede the requirements in this AMS.

2. APPLICABLE DOCUMENTS

The issue of the following documents in effect on the date of the purchase order forms a part of this specification to the
extent specified herein. The supplier may work to a subsequent revision of a document unless a specific document issue is
specified. When the referenced document has been cancelled and no superseding document has been specified, the last
published issue of that document shall apply.

2.1 SAE Publications

Available from SAE International, 400 Commonwealth Drive, Warrendale, PA 15096-0001, Tel: 877-606-7323 (U.S. and
Canada only) or +1 724-776-4970 (outside U.S. and Canada), www.sae.org.

AMS2403 Plating, Nickel, General Purpose

AMS2424 Plating, Nickel, Low-Stressed Deposit

AMS2750 Pyrometry

AMS4775 Nickel Alloy, Brazing Filler Metal, 73Ni - 0.75C - 4.5Si - 14Cr - 3.1B - 4.5Fe, 1790 °F (977 °C) Solidus to

1970 °F (1077 °C) Liquidus
2.2 ASME Publications

Available from ASME, Two Park Avenue, New York, NY 10016-5990, Tel: 800-843-2763 (U.S./Canada), 001-800-843-2763
(Mexico), 646-616-3100 (outside North America), www.asme.org.

ASME B46.1  Surface Texture (Surface Roughness, Waviness and Lay)
3. TECHNICAL REQUIREMENTS

3.1 Materials

3.1.1  Filler metal shall conform to AMS4775 (see 8.2).

3.1.2  Flux

Paste or liquid fluxes shall not be used, unless permitted by the CEO.
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3.2 Equipment

Furnaces, with suitable protective atmospheres as defined in 3.3, shall be used for brazing unless electrical induction,
electrical resistance heating, or another method is permitted by the CEO. Where brazing is concurrent with heat treatment,
the pyrometry requirements of the applicable heat-treatment specification shall be applied. Otherwise, pyrometry shall be
in accordance with AMS2750.

3.3 Atmospheres

Acceptable furnace atmosphere for brazing shall be as follows:

3.3.1  Hydrogen of not less than 99.99% purity and dew point not higher than -25 °F (-32 °C).

3.3.2  Argon of not less than 99.99% purity and dew point not higher than -35 °F (-37 °C).

3.3.3  Mixtures of argon and hydrogen in any proportions, the hydrogen purity being as specified in 3.3.1, the argon purity
being as specified in 3.3.2, and the dew point of the mixture being not higher than -35 °F (-37 °C).

3.3.4  Vacuum of 5 x 10 Torr or better (lower pressure). Backfill to a higher pressure may be achieved with a nonoxidizing
atmosphere (see 3.3.2 or 3.3.3).

3.4 Preparation

3.4.1  Surface Condition

The surfaces to be joined shall be clean prior to assembly (see 8.4).

3.4.2 Nickel Plating

Joints shall be prepared as noted in Table 1 by nickel plating in accordance with AMS2403 or AMS2424.

Table 1 - Nickel plating thickness requirements for furnace atmosphere

Nickel Plating Thickness Nickel Plating Thickness
Inch (um) Inch (um)
Alloy Vacuum Nonoxidizing Gas
Precipitation-hardenable Iron & Nickel Alloys
(a)Ti + Al content under
4% nominal 0.0001 to 0.0006 (2.5 to 15) 0.0004 to 0.0006 (10 to 15)
(b)Ti + Al content 4% nominal or
greater 0.0001 to 0.0006 (2.5 to 15) 0.0008 to 0.0012 (20 to 30)
Non-precipitation-hardenable Iron & Nickel
Alloys with Ti + Al content under
1% nominal Optional to 0.0006 (15), max 0.0001 to 0.0006 (2.5 to 15)
All Other Alloys Optional to 0.0006 (15), max Optional to 0.0006 (15), max

3.4.2.1 Nickel plating on areas other than the faying surface and adjacent fillet is optional and may be incomplete.
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