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A Study on Influence of Resistance Brazing Parameters on

Joint Strength Between 316L Stainless Steel Plates
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Abstract

This research aims to study on influence of resistance brazing parameters on brazed joint between
316L stainless steel plates. Sil CD1050-5M filler metal was used in joining form lap joint. The
experimental design of 2" full factorial design with 2 replicates was employed, and the factors of interest
included welding current, welding time, electrode pressure and holding time. Results showed that the
main effects were welding current, welding time, electrode pressure and 2-way interactions between
welding current and electrode pressure significantly affect to the shear strength of brazed joint at o =
0.05. In addition, the brazed joint with welding current of 4,000 A, welding time of 2 s and electrode

pressure of 0.3 MPa provided the maximum shear strength.

Keywords: Resistance brazing/ Shear strength /Design of experiments
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M15191 3 Analysis of variance for RB (coded units)

Source DF SeqSS AdjMS F P

Main Effects 4 13129.3 3282.32 79.40 <0.001

A 1 6974.1 6974.10 168.70 <0.001
B 1 2707.9 270793 65.50 <0.001
C 1 3443.0 3443.05 83.28 <0.001
D 1 42 4.21 0.10  0.732
A*B 1 106.8 106.84 2.58 0.132
A*C 1 8369 836.92 20.24 <0.001
A*D 1 5.0 4.98 0.12  0.733
B*C 1 719 71.85 1.74  0.206
B*D 1 45 4.51 0.11 0.746
C*D 1 151.0 15099 3.65 0.074
Residual Error 16 661.5  41.34

Pure Error 16 661.5 41.34

Total 31 15096.9

R-Sq=95.63% R-Sq (adj) = 91.54%
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