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For more than 20 years, LUT-SPAW Przedsiebiorstwo Inzynieryjne s.c. has been specialising in material
joining processes. Established at the beginning of the 90s by Wroctaw University of Technology research
cadre in an answer to the domestic's industry's ever growing demand for knowledge and products used
within the sphere of metal bonding processes. In 1993 LUT-SPAW begun manufacturing brazing pastes
and metal powders. The growing needs of its customers over the next few years result in the dynamic
company growth. Our extensive experience and technical knowledge helped us to become the national
industry leader. Our offer within the scope of and [EEWETHY  brands includes a full range of
high quality brazing materials such as: silver alloys, copper/phospharus alloys, brass alloys, aluminium
alloys, brazing rings, brazing pastes, soft solders, metal powders and fluxes. Long term hands-on
experience and in-depth knowledge of the bonding process constitute a guarantee of a professional service
and continual technical support.

INSTALEIT

INSTALFIT represents a new range of professional
brazing alloys. It was developed with those customers
who value quality, reliability and seamless everyday
performance. INSTALFIT products are manufactured
using materials of the highest quality which is reflected
in its precise chemical composition, purity of the alloy
and exact dimensions.
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INSTALEPRIX

INSTALFLUX is a complete range of brazing fluxes
developed with the relationship between the perfo-
rmance of @ high quality bond and the choice of the
correct flux in mind. In creating the INSTALFLUX brand
we paid particular attention to the safety of our products,
considering both the environment and human health.
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Silver alloys are characterised by good brazing properties, exhibiting good shearing, fatigue and

impact stress strength. They are resistant to acids and alkalis. Due to good wettability, they may be
used for joining most metals and alloys, including: carbon steel, alloy and stainless steels as well as
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Brazing ferrous and non-ferrous metals
(with the xcaption af aluminium, magoesiun and sinc)

copper and its alloys.

» Melfing Working _ Tensile strength Standard
Composition % Diensity PR-EM 150 Standard Recommended
Praduct temp. rangs temperature Tor carbon stect] - Ally characteristic
] p. rang ( 17672 AWS ARE M !
Ao 6u | 20 ] Sa.| Oiber € T e MPa (PN-EN 1044)
; i A 212
Agi2 12 | 48 A0 - - A00-H30 B 8.7 410 (AG 207) -
= i The binder with Low sitver content, sufficient lguidity and
ST 20 o ] = SL0S H90-810 o a7 360 (AG: 206) = goud mechanical properties. Mabily used for stesl braging,
Brazing process at Backer OBR Sp. 7 0.0, o
g 225
25 25 1 X = - F00-7000 780 88 380 A =
BN A i3 (17110 (AG 205)
: . ” This alloy due o the addition of tin pravides a reduced
n m fy the r s of even the m 5 st f
In attempting to satisfy the requirements of even the most I 0550 w | 40 | B 2 = GRO-7R0 750 a7 360 r:;! ]IAM" BAg-37 brazing tomperature, goud  loguidity and  moderato
discerning customers we supply flux coated silver alloys in (i 108} mechaniral properties.
various options. Our team of engineers is always on hand g 230 .
. i K i N A w| s | 2 680765 750 a5 380 gy 210 . G e i
to help in the choice of the correct solution, selecting the (A 204) Sloy with good wettability, liquiditg and  sullicient
mechanical properties. The addition of tin lowers the
right alloy for the particular use and precisely _— alw | 5 2 — i i - g 130 temperature and increases (he spreading of the salder
e Sy (EREETR Aoy3lisn 3 5-755 1 x -
determining the degree to which it is covered. [AG 107) —
51
Cost-effective binder for universal use. [Due to the very geod
T A3 B M| B - | sios 700-740 730 a0 535 - - mﬂ sirengeh, it s used primarily In the tools indusing and
Brazing lerrous and nen-ferrous metals [with meslical gases systams,
the exception of aluminium, magnesium and zinc) i
o o TLS-F
Melting Working Standard
temp. range temperature PN-EMN IS0 SRR 1345 34 " 75 15 620-730 710 o 360 A 134 Sloy with reduced melting peint, goed  wettahiling
Product E-Raby et 17672 A - ! ° - (AL 106) - deliguescence and suficient mechanical properiies.
o oC
(PN-EN 1044) g 110 Universal alloy with  reduced melting paint used lof
Ag 125 SRR A0S A0 0 P13 2 - A50-7110) L) 91 350 [Atq' 1051 BAg-20 connecting & variety of ietals, 1t provides goad mechanical
[SSEI 2550 FC BE0-760 750 : i properiies
(AG 108)
Ag 244
Jios i EREE] 44 ] Hy = = G75-735 73 41 400 iv’\(g'. oy = Due to the very good brezing properties these allogs are
. o Ag 130 widely used i the tnstallation industry, ool cooling and
[RETEINNS Ay 3050 FC BH5-755 740 1AG 107) siplar, Thesy can be used interchangeably.
4 SEETE Y45 s w | s % o R0 730 42 0 Ag 245 Bhg-5
m}-\g}_’} FC 700-740 730 B This alloy 15 ideal for gencal use, pariodarty whe is
Ar 145 required low melting point &g, stainless steel brazing. It
Ag 134 IR 1550 5 e 5 3 G i-GHl 70 L 50 !\CJ 10'4 [ERNEE ] pravides a wery good fluidity, capillarity and geod
mr\tﬁﬁ" FC 630-730 710 AG 106) (A mechanical properties, 11is ideal substimte dor allogs with
3 cadinium
: . Ag 140 This allay have & a Low melting paint, eucelient wettabiling,
IRSEINY] Aga05n FC 650-710 6a0 [AG 105 SR AqANiMn | 19 6 EE] \"'_""-:' aB0- 705 £ 49 230-300 _Mf '11({ Big-i2 very good mechanical properties and bigh cerrosion
it ishear strength) JAG 502} resistance. Mainly used in he tals industing
o Ag 244
DRI Ao FC 675-735 730 A'CJE 203 e Substitute loe altoys containing cedmium, 1 characieri zod
{ ! EEEE 5h5a s | 2| 1w 5 20 655 &0 45 350 _M'; 1'51 Big 7 by # very low melting point and very qood liquidity. Far
(AG 102) qeneral use and especially to connect stainless steel
Ag 143
SR /4550 FC 6:40-680 670 1AG 108 Allay with high sliver content, mainiy used tn the jeweleny
< BSHGE 7) oo | oW - - 907400 730 10 fg 270 BAg-10 inchustny
P
BRI o650 FC 620-655 650 A 5 g 212 : : ;
e i " (AG 102) SIS A7 7|’ - - TR0 780 10 R (AC 401) Big-f Eutectic alloy is recommended for lurnace brazing
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Copper-phosphorus alloys, due to their significant wettability, low melting temperature and the possibility to braze flux free
Recommended cadmium free alternative Silver alloys with cadmium copper-copper bonds are widely used in the brazing of copper and its alloys. The quantity of phosphorus in copper-phosphorus
alloys affects the melting temperature range as well as basic parameters viscosity or strength. In order to meet the requirements of
Melting Tensile Melting Tensile 2 % i iy i
S {emporanis strengh o ferip tange atfangih our customers, the quantity of phosphorus in our alloys in controlled to within a margin of error of 4/- 0.1%.
FLES MPa S MPa
EERE Ag 20 5O0-810 380
RN Aql5 700-800 380 L-Ag20Cd 605-765 350
WD Ag255n GB0-760 360
I Ag30Sn G65-755 360
R 433 700-740 535 |-Aq30Cd HO0-600 80
S Ag34Sn 630-730 360
ST Agd05n 650-710 350
A 675735 400 .
— — - | -AgA0Csd 505-630 410
T Agd5Sn 540680 350
R Ao 4 9NiVin HHD-705 350
WEE Agd55n Ha{-hAE0 350
B Mg 9NiVin GB0-705 350 L-Ag45Cd 620-635 40
I Agh6Sn 520-655 410

The EU Commission Regulation No. 494/2011 came into force
on 10 December 20117 prohibiting the use of cadmium alloys. As a result,

LUT-SPAW has introduced cadmium alloys equivalents. As an alternative Brazing capper and its alloys
to this type of alloy we will suggest alloys containing tin. This element is Compasiiion % ‘F:‘?"rl:: . "Woef:'::m Density f'a‘"::::w leiﬂ:arfgo . . .
" € : . i p. rang mp L | | B anda ecomime! .
added in order to lower the melting point and improve the wettability of Produks , F . 17672 AWS A58 Hus Alloy characteristic
: Ag | Co | P | Other = = Al it (PN-EN 1044)
alloy on the silver base. :
CulP 174
ERET U - | ea | a2 2 710-650 760 B 50 [(‘_:J wor) Z Basic alloy fnr copper-capper conections,
R s M5 | 62 | seaz 650700 0 80 =0 i‘p"l'lr:rl::l'm bu o maliing potnl good “Huldty - and
ORI :
. s Usedd for coppes-copper connectians, Taking (no aceount the
ST CuRT | @ 7 : 710-820 £ 81 5% s BCuP-2 apecating temperature and liquidity is o middle ground
[CP 202 T hetween SEIENER o6 and EEEEUER Cofh,
ns-F
P [y pposy pren [T — i - - Cu 386 = Characterizer fuglow melfing paint,  veny qond inuidity and
= (CF 302 capillarity.
ORI
-1
This allog s ideal lar connection copper-coppern, coppier-brass,
| snbs - . _ It provides werellent fluidity and capillarity, and has the
st AR 5 _G7 575 I Cuft P-g |2
Bl L B G50 o &0 = AR Bl lowest melting temperoture of the misture of oll copper—
phisphorus allogs
5 _ | Snk5 o . s The cavered oo of SEIENER Flus deal ko brazing cooper with
- ] : % 5 Fie WP 3 _q "
T s FC | 63 | O B35-675 675 80 0 CuP 3 BEUP. Natreuied | e e nonaed . e
Cup 182 This allay is chararterized hy o lawer aperating tempesature
= 3 w2 q = - 2 , X =
A CuPS Bl | hE ey s Bl 7 [CP 201} and greater ity than SSETE CuPh,

el B Popular alloy for conmections copper-copper, copper-hrass., It
BT AP 1 | ma| &2 A A45-A235 740 Bl 9% A = provides gaod filling the gap at low temperatures, and high

[EF 105 il -t W v bt
e
e A ed & h
o N I . - CuP 281 S— o) recommend for connecting the parts exposed 1o
IR 256 il S G 1 mi2 = (CP 104 Blurd wileations, ls the quarantor of connect ans with uod strength.
TLiF [he ta the similar properties to the SRR A0 15F (11s perfe
SIS A & g79 | &1 - G43-THT 705 B2 250 - - ctly svitable ax the econumical replacement. It provides a low
TR pperating temperatare, gead ductility and toughness
e
- . cuP 71 o [hue to the qood durtiling and strength, ideal for coaneeting
M 1P T | 3 Lead 7 i = (CP 103 PR copper- copper, copper-brass, mposed toibrations
If you have any questions or queries please do not hesitate to contact us on:
. 3 “uf* 284 Eurectic alloiy with a Low mel ting temperature ranging. 1toffers
71 326 93 95, 71 326 94 52 or e-mail: handlowy@lut-spaw.com.pl or EREER AEE | 6 | 75| 7 . 5 A0 B4 =0 Cup 208 5 e Bkl el
(CP 101} pxewptional snwethness and goad mechanical propertiss,
sprzedaz@lut-spaw.com.pl.
Attention! These alloys should not be used to bond iron and nickel allays,

as the wettability in this combination is impaired and the hrazes are brittle with low strength.
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Copper-zinc alloys with additional enrichment of elements like: silicon, tin, manganese, nickel or cobalt are
used for joining carbon steel, cooperand its alloys in the tool industry for brazing cemented carbide
plates. They have good mechanical properties but in a case of high temperature ofmelting point and a relatively
low fluidity their use is limited. Inconnection with the liquid flux technology it is possible to eliminate the
traditional fluxes in paste or powder forms.

Brazing carbon steels

Melting Working . Compression o
Composition %
Product e temp. range | temperature Deusity strength PN-ENISQ 17672 | Stendard | Recommended Application
TR AWS A3.8 flux
Cu Zn MNi | Si Inne "C 5 giem? MPa

. . . . . EENEE 2 63 7 900305 o5 B4 400 EHrass allay ol the simplest composifion used for braing stoel
A dispenser is a device designed for automated delivery of ? ! :
flux. It consists of the main tank (where the flammable gas T
is mixed with the flux vapour) and an reserve tank which is i Basic: brass olloy used far steel brazing. The addition of silican

: ! B BB 7050 Wl 97 025 A7 A05 a0n Xl A0 i pemsents vapnrization of cine, resulting in improved sesihetics anl
used for safe filling of the main. Liguid flux technology may 1CU 301) ST quality of the braze. Recommended with liquid flux ISR EXT70
be used with all flammable gasses sued for brazing. The s
advantages of using volatile fluxes include the elimination
of manual handling and application of flux during brazing, B CuZnSn 59 | 4085 | - | - Sn 033 875-895 a0 84 00 QA0 -

li d heti Fabes fintshad | d i T Brass alliy used lar hrazing copper, steel, nickel and their alloys, and
quality and aesthetics of the finishe raze and reduce EXT-50 whore The mast tmpoetant is the corrasion resistance. Recom mendad
mnsumptlon olbrazing allﬂgs. with lipuict flus SETENSTy X170,

BT (7 50 | 4025 025 ':" 33‘: B70-500 8o 84 260 U 304 .
Sn 035 EXT-70
ST (70N 57 | was | o6 | o #70 500 00 il 400 - - P
LRT-FAL
Al uzed 1o join steel, nickel and allays thereol, They have very goad
CuZaNi10 48 118 0 02 _ 00-920 o 87 a00 Cu 773 R miechanical properies. The addition al nickel increases the strangth ol
U 305) the joint and improve the appesrance of a braze, particularly tn the
case of eertain plating. Reconmen ded with Liguid flux SENmG EXT70.
Agl
BEEN CuZoNighg | 475 | 423 | B3 | 03 Sn 0.2 BO0-520 L] 67 0o . .
fn 0,2

The brazing process with the use of volatile flux is based on automatic feeding of liguid flux by the gas flame. It aims to improve

the guality of bonds made with the use of brass, copper/phosphorus and silver alloys.
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Brazing aluminium and its alloys

Melting Waorking & Standard
Composition % Density R ded
Product P temp. range PN-EN 17672 i{;’:;’; e Charactesistic
. x
Al Zn Si *C e glem® {PN-EN 1044)
’ - . Zine-alumiritim allby with Fix in the eare, used to join
SR 20/ I - & 3 ] - - Jot re
ek % % S ] 385 59 Not required alminivm with aly minium and it alloygs.
: 5 1 Ideal for braziog thin-wall elorments with alominiemn. Alse usoed
SR 70AI 3 | - 365-118 10 67 - = EEEFTG  TLA-1 for alurminium-capper jaints.
Cowered zine-alumintum allasg with a low melting point, Ideal foc
BRIEER ZnAld FC 4 I 355118 10 67 Mot required hrazing thin-wall s, with aluminiun. Also used for
aluminium-capper jaints.
Fine-aluminium allay with i in the core guaraniesing gond
A 3 g - e - . : Nk i mechanical plupt.\ﬂlna ..md arad cormasion resistance. This
alloy is used for brazing aluminium and aluminiem alloygs.
copper and aluminium, stainless stael and al
The primary hard allag used o jain alumdobem 1o aluminlum,
2 n : Al 112 T 1A copper to aluminium and @luminiim with stainless stzel
SR ALS i 575.585 T £ L 4
AL ] 2 A L =P {AL T04) Bl T TLA 2 AmEnlile ey ki s WA i i sl it o VY
qond resistance 1o corrasion.

Alloys containing aluminium and silicon are
most commonly used for brazing aluminium
and its alloys. Such bonds guarantee good
strength parameters and are highly resistant
to corrosion, Fluxes with appropriate activity
should be used during brazing due to the
emergence of a tight layer of oxides on the
surface of aluminium. The choice of flux should
be determined by the chemical composition of

the brazed metals and the type of alloys used.

Brazing aluminium causes numerous problems particularly in the initial stages of the intreduction of this metal
into the production process (this is particularly true in situations where aluminium is to replace copper). Based on
our extensive experience we offer tried and tested solutions facilitating the production of aluminium-aluminium,
aluminium-copper and aluminium-stainless steel bonds. We supply aluminium alloys in the form of rods, covered
rods, core rods and composite rods containing flux. In implementing aluminium brazing solution, we are also able
to offer training and assist in the selection of appropriate equipment.




Brazing paste consists of metal powder and an appropriate binding system. Additionally, depending on the type of application
flux may be added to the paste. Pastes are used in situations where the use of traditional shape in wire or tape form is not
feasible due to the complex shape of brazed elements. Pastes are predominantly used in furnace, induction or automated flame

brazing processes.

Copper-based brazing pastes

Mickel based pastes

Composition % Melitiy
Product | temp.range | 50 17672 (PN EN 1044} Characteristic
MNi Cr | Other o =
i #A5L X Mickel paste for general use dedicated for furnace
L-Ni-1a 76 14 3B 980-1070 Ni 610 (NI 1AT) brazing stainless steel,
15Fe
3Fe Nickel paste for general use dedicated for furnace
L-Mi2 24 7 4551 G70-1000 Ni G20 (NI 102) brazing stainless steel. It has a relatively low melting
3B Lemperature.
Mickel paste dedicated for making jeints with severe
L-Ni5 7049 149 10151 T080-1135 NI G30 (NI 105) oxidation, requlring high sirength and working at
elevated temperatures.
L-Mi& a9 - e 875 MNi 700 (NI 106) Nickel paste sultable for furnace brazing stainless steel.
. . Mickel paste suitable for furnace brazing stainless steel,
L-Mi7 70 14 or BO0 Ni 710 (N1 107) conper and nickel alloys.

Meltin: |
Composition % = U
Product temp. range | 17672 Characteristic
Cu Other °C | (PN EN 1044)
|
g i Copper Paste is dedicated Tor Turnace brazing steel and mickel
Cu 99, - 10as “u 110 400U §
ul N L Cu 11060700 allays. The total impurities limitis D,04% {excluding O and Ag).
_ Copper Paste is dedicated for furnace brazing steel and nickel
] i) G B = - i
Farl ey 0e g CL 0] alleys, The total impurities limit (s 0,03% {excluding Ag).
. = Copper Paste is dediceted for furnace brazing steel and nickel
[ il 1085 [ 14131
603 i L L L (Cl03) alloys. The total impurities Wmit is 0,03% [excluding Ag)
Copper Paste is dedicated for furnace brazing steel and nickel
Culd 99.90 <00P 1085 €U 104) alloys. The total impuritles lmitis 0,00% (excluding Ag, As and
M)
Copper Paste dedicated for furnace brazing or induction brazing
Ni25-35 3 . i o
Cun Reszta P < 1065-1100 Cu 186 (CLU 105) hard metal under an inert atmosphere. The total impurities Limit is
BL0.02 - 0.05 0,15% {excluding Ag)
CuSnG 04 65n 4101040 Cu 922 (CU 201) Copper Paste dedicated for furnace brazing steel and nickel
alloys.
Cusnlz a8 12%n B25.990 Cu 925 (CU 202) ZI:E;EZLPF:sre dedicated for furnace hrazing steel, nickel alloys

Types of pastes

We offer various pastes adapted to the particular application, furnace atmosphere and
brazing process characteristics. LUT-SPAW pastes do not leave residue after the
brazing process, do not spatter during heating up and exhibit high adhesion.

GS type — Copper paste based on copper powder obtained by a process of gas
atomization. Intended for brazing in furnaces with a protective Nz | Hz atmosphere
achieved as a result of methane or propane decomposition.

WT type — Copper paste based on copper powder obtained as a result of water
atomization. Intended for brazing in furnaces with a protective Ny | H; atmosphere

achieved as a result of methane or propane decomposition.

PW type — Copper paste intended for use in vacuum or pure H; brazing

Types of binders

We manufacture binders in accordance with the requirements defined by our
customers. They are available for the following application methods:

D type — binder intended for pastes applied by hand or automatically

SP type —binder intended for pastes applied by the screen printing method.

Types of binders

We manufacture binders in accordance with the requirements
defined by our customers, They are available for the following

application methods:

D type — binder intended for pastes applied by hand or

automatically
SP type - binder intended for pastes applied by the screen

printing method,
P type — binder intended for pastes applied by spraying
R type — binder intended for pastes applied to a surface
using a roller

Apart from the high-temperature pastes LUT-SPAW also
offers other pastes based on the following alloys:

- Brazing pastes based on alloys containing silver

— Brazing pastes based on copper alloys containing phosphorus
—Brazing pastes based on aluminium alloys

- Brazing pastes based on tin alloys

There is a possibility to prepare pastes in accordance with the customer's
requirements, by defining the metal powder grain size, percentage metal powder
contents as well as the binding system, which will be adapted to the paste
application method.



LUT-SPAW manufactures rings using all types of brazing alloys in a wide range of sizes. Our specialists will help in
the selection of the correct alloy and ring size. Brazing rings - due to their advantages - are successtully replacing
brazing alloys in the form of rods. Their use result into a significant quality improvement and increase production
efficiency. They facilitate a faster and more effective brazing process resulting in savings and improved
competitiveness,

Available forms: Brazing alloys available in ring form:
1.0 rings - full turn of wire Silver and copper-phosphorus
GCap rings Copper
Segment rings - ¥2 diameter and % diameter Brass
Multi turn rings Aluminium and zinc

Preforms

Fram the beginning of LUT-5PAW company activity we are engaged in manufacturing metal powders made from
alloys. The powders are mainly used for brazing furmace, but when mixed with flux, they can also be used
in flame brazing. For detailed information about the production, please contact our sales department:

handlowy@lut-spaw.com.pl, sprzedaz@lut-spaw.com.pl. In the request specify the type of alloy, quantity and

granulating of the powder.
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The purpose of the flux is to remove oxides, resulting from the heating process of the joining
taces of the metal and the liquid solder. The choice of flux depends on the brazing material, the
binder used and the method of soldering. By operation of the flux solders can freely melt the
joining faces of the metal.

INSTALEPBIX

INSTALFLUX is a complete brand of brazing fluxes with the
awareness created depending on how exists between the
performance of high-quality connection and selection
of a suitable flux. By creating a brand INSTALFLUX we put
emphasis on the safety of our products for both health and
the environment.

Activity Standard Seandard
Product temp. range PN-EN AWS-FB Flux characteristics
1045
i 5
Fluxes for silver allogs
Universal white pasie llus foe use with silver brazing slloy, Mey be ussd for bending sirinless sieel, brass,
T LS 250670 FHIO FEIA transe and eher fermmes ard non-errous melal alloags. Flux residue is carrnsiee, water soluble and sasy to
e,
Blach poste Aus with improved actoity and o wale tange of temgeratures. Recommended particulaely i the
T 1L 2 S70-GEO FH2 FB3c et ol rapidl spol heating. Used for brazing stainless steel, cemented carbides and otber lerrous and non
Serioas mada |5 with silver allosys. Flus resichss is corrosive. water seluble and easy fo remove.
Universal brewn paste flis used with silver and copper-phespharus alloys, Flis residie is oormestoe, water
F=
BB TLS-F T0-200 FH1G FB34 S it B i
Fluxes fer copper-phosphores alloys
IR T S-F 0800 FHa Foaa Universal copper brown paste flus used with copper-phospharus and silver alloys, Flux residue s corslve,
water solubde and essy 1 emoe
Fline In povder farm, recommendad for beazing femmaus and npon-ferraus merals Usually used i the joint
3z i o dimerstans required long heat-up times. Mast commenly used for brozing copper and its alloys using
AT L1 wan T Fiza copper/phosphanis alleys and silier allays with @ Low content of silver faetow 04 Flux cesi due (5 corrmsive,
water sululsle and easy Lo reme
Fluxes for brass alloys
i N Flux in a paste lor bross alloys.
AT TL-1 700-950 FHzo Flus resicduss bs corrosive ane should be remeved wsing wann wister
BT IS 1 7501050 FHz FRI0 Universal paste or powder M recemmendad for brass allogs. Flus residue is corrosive and should be re naved
Lsingg warm wader
Fluxes for aluminivm alloys
Hygrossopic llus lor e brazing, ldeal for brazing slumiium slloy elements will 8 magnesium content of up
£0.628
T LA 50-635 Fa 1025 % Flus residue is corrasive, shuuld be remesed afier brazing, Rerammended fur 41 St alloys
Stz Huygroscopic pader L lor brazing alumintum and iis alloys, Recommended for AL-51alloys, Flus resudue s
MR 112 kg ik comasive, sheuld bs remause after hrazing
Man-ggrasen ple pawder i for brazing alumintum and irs allays.
NG Tl TIA-4 430-460
" Flux ressisiue is nat coernsive
Fluses for soldering alloys
R 1081 THO- 350 LUnteersal llu for soldering usg o and tn-lesd allogs.
BT 1R 183Ut Lirgaiel llun fr sulddiring s1aintess steel by - lead all s,
Ligpubd Ruves
BRI FT 0 F50-350 FH21 FHA0 Licid s with 525 - S6% of active i ngreciant contents (trimethyl harate} and an addifion of methancl.
R 3T T FI0-050 FH21 FRIG Liguitel flus with 700 - BI% ol active Lngredient content: thygl borate and an addition of methanol
T EXT 7AL Fal-50 FH21 FRID Liguaid fluwwith 70 - BI% of active Dngredient centent iyl borate) and dlit fatetone.




LUT-SPAW supplies soft solders manufactured using metals with the highest purity, which
effectively eliminates brazing defects occurring during the process.

o Itin,
Product Compodiion N terrMb: ra:ge Standard Applicati
roduc -
PN EN 29453 pEESSiEn
Sn Ag Cu *C
Solder is primarily wvsed in the electrical
Sn9eCul w - 1 230 - 290 5-5n99Cu1 engineering  industry for the manulacture ol
devices and electronic components,
Solder is primarily for brazing copper-copper
Sn97Cu3 97 - 3 230 - 250 5-5n97Cu3 bonds in potable water or central heating
installations.
SnO7Ag3 o7 3 - N T 5-5n97Aq3 Solder is used in the electronics industry,
SAC 305 95,3 3 0.5 A7 -2y S-5n07AgCu0.5 Selder is used in the electronics industry.
SAC 0307 L] 0.3 0.7 N6 - 287 S-SndUCul7Ag03 | Selder is used in the electronics industry.

Available wire diameters: 0.25mm - 5.0mm
Available types of wire: monolithic wires, wire with flux
Available forms of alloys: wire, rods, triangular shapes

All of the soft solders on offer are manufactured pursuant to international
standards in accordance with the RoHS European Directive. We are able
to help our customers in the elimination of solders containing lead.
Taking into consideration the specifics of the brazing process we assist
in the selection of appropriate lead-free alloy which will comply with all
the requirements indicated by the customer whilst at the same time
making sure that the production is safe to the health and environment.

Coansltion % Melting
amp n Standard
temp. range g
Product PN EN 20453 Applicaiion
Sn | Ag Cu e

Paste intended for brazing copper-copper

INSTALFIX Paste 97 - 3 230 - 250 5-5n97Cul bonds in potable water or central heating
installations.
MNon-corrosive  paste antended for  coppes

Sn7Cu3 N paste a7 = 3 230 - 250 S-5n97Cu3 solderlng. P o
Paste intended for brazing copper-copper

SnO7Aqd paste a7 3 = 221 - 224 S-5n97Aq3 bonds in polable water or central heating
installations.

INSTALFIX paste is characterised by high efficiency
thanks to carefully selected binders facilitating its
application in the form of a thin, uniform layer. Due to its
excellent brazing gap filling properties the INSTALFIX
paste makes it possible to achieve bonds of a very high
quality and which are highly resistant to shearing.
INSTALFIX paste in available in 50g, 100g, 200g, 250q
and 1 kg containers.




Alloys for the refrigeration and air conditioning industry

The brazing quality of cemented carbide inserts as well as the diamond sections Melting
Compasition % Standard
to a large extent is decisive when it comes to the quality of a given tool. The Product ol Lol [ PN-EN Alloy characteristic
: i Ag | Cu P Other 0 IS0 17672
correct brazing method as well as alloy and flux have to be selected. The alloy is P P P ——
. X . . . . i ) i haracterised by low melting temperature, goed liguidity an
selected on the basis of the material from which the insert is made. In order to RS Cubsn - | 895 |62 | Sn4z 630-/00 copillarity
look after the joint quality particular attention should be paid to the process of
. vy Charecterised by law melting temperature, very good lguidity and
annealing of the brazed joint. ESEEIER CuP TS B6 | 7 sn7 650700 CoP 386 | ity g TR 4y o
. Ideal alloy for copper-copper and copper-brass bonds. Ensures
8465 1) P 1 By
[RSE Flus - B6 | B3 3_‘ 2 635-675 CuP 385 excallent Wigquiditg and capillariy and boasts the lowest meliig
K02 temperatura amang all copper-phasphorus alloys
Sn65 Covered form of KIS Plus alloy. ldeal salution far brazing o
Allogs for the machine and tooling industry SE Plus FC g |65 | 282 635.675 CuP 385 e R ? R R
are available as rods, tapes and tapes with copper transfer. 5i 62 per with brass as there is no need Lo use llux.
Melting Srandard
Product Composition % temp. range P:T-E':l Alloy characteristic Popular alloy lor copper-copper and copper-hrass bands. Ensures
Ag | Cu| Zn Sn Other o SO 17672 RS Ag2F 2 | B |62 - G45-825 CuP 279 a aoad Il af the qap at low temperatures and high lquidity at igh
| | | | lemperatures.
& Law cost allay, Due ta excellent durability this alloy is primarily
e i ’ 3 - - = . . .
[REFETET g 33 | 34 13 5015 J00-740 wsed i the toeLindusiny as well as medical gas siystems (BRI 5P 5 288 | 62 + 645-815 Cub 281 Alloy recommended for banding elements subject o vibratlons,
Is a guarantes for high strength bonds.
7 S P i s
Uniiversal alloy with a lower melting temperature used for bonding . ) _D"e Totha smbiad fias s peaper "_&" with ISR Aq "? allay, this
OESEWE 44050 an | 30 | 28 2 (50710 Ag 140 different metals. Ensures goad mechanical properties. This alloy is SR it 6 | #8 | al - G43-747 - is an excellent cheaper alternative. Ensures low working tempe-
available as rods and tape. rature, good plasticity and strength,
Universal allay with very geod mechanical properties, used far _ . . e tar ts gacd plasticidy and streagth, ideal Jor banding copper
5P 5 # _ 45 CuP 284 i T L il
[RESETR g 44 | 30 20 - - 675-735 Ag 224 bonding ferrous and non-ferrous metals. This alloy is available as (SR Aq15 16 | 803 | 47 645-800 ukr s copper, copper-hrass joints which will be subject to vibrations,
rods and tape,
1% In 33 Cavoel ligaudity and sufficient capillary effect, moderate mechanmeal
i ; Mn7.5 SEET #2550 3 40 N 1] 680-760 Ag 125 praperties, qoad plasticity,
SRR Agi9NiMn | 49 | 16 | 23 = NLAS 680-705 Ay 499 These allogs are characterised by a liw melting temperatire, | | = :
excellent mechanical properties as well as high resistance to y - £n 3 Efftclent unlversal use alloy, Ensures good Houldity and very gosd
cormsiun, Available as rods and tape. [RETEINEE Aq49 NiMn is alse ST 433 3 # iz Si 015 700-740 2 mechanical properfies.
RN A\ 5 [ 20 28 - Mid B60-730 Mg 450 available a5 *sandwich” tape,
ue taits very gaod brazing properties this alloy is extensively used
[ i 1y goed brazing properties this altoy @ 1y used
RIS Ao L n - Zn 26 675735 Ag 244 in the inskallation, tool and machinery refrigeration and solar panel
Indusiries,
Replacement for cadmium alloys. Characterised by very low ‘ gt
3 _ . _ I o melfing temperature, very qood lguidity and  mechanical
[T Ag>hisn 6| 2 17 - 620-655 Ay 156 progerties. Used where low melfing temperatures are required. Ideal alloy for genenal use, especially where low temperatures ane
Available as rods and tape. 2n255 required, e.q. during brazing of stainless steal. Ensures a very gond
- s o
ISR g 4550 9 27 h Sn 25 640-680 Ag 195 liquidity, capillarity and mechanical properties. [deal alternative to
alloys with cadmium,

The refrigeration and air conditioning industry, due to the parti-
cular working conditions of the brazed joints, requires the use of
alloys characterised by good strength parameters as well as
high resistance to the effects of acids and alkalis. Thus
LUT-SPAW recommends the use three component alloys

copper-phosphorus-silver and silver-copper-zinc.




LUT-SPAW guarantees professional technical advice within the scope of brazing to its customers. We offer assistance
within the scope of alloy selection to match the brazed materials, choice of brazing technigue and introduce the state of
the art technologies within the scope of metal bonding. With our help your company will be able to make the brazing
process more effective which will result into better quality, improved efficiency, reduction of costs and introduction of
technological changes to the production process. Advice is provided by qualified personnel, headed by Wroctaw
University of Technology staff, who have been involved with brazing for over thirty years, Due to the complexity of the
problems we adopt a very individual approach to each Customer.

Technical queries should be addressed to:

EIs

Wiestaw Derlukiewicz PhD Eng
Zbigniew Bartnik PhD Eng
larostaw Krdl MSc Eng

Lestaw Krynicki PhD Eng

radztwo@lut-spaw.com.pl

LUT-SPAW is also able to supply brazing services. Highly

“f

qualified engineering team as well as access to techno-

logically advanced materials means that we are able to
accept even the most unusual production orders.

o

T
2

‘RSt
Y8525

We are able to provide services within the scope of:

Prototype production
Small and large batch production

We guarantee: Standard forms of brazing alloys:
The highest quality of service Rods of the following diameters: 1.5/2.0/3.0mm and 500mm length
Convenient commercial terms and short lead times. Flux coated rods of the following diameters: 1.5/2.0/3.0mm and 500mm length

Wires or coils, diameters: 1.0/1.5/2.0/2.5/3.0mm
Tapes of the following thicknesses: 0.1/0.2/0.3/0.4/0.5mm and width from 2.0 to 100mm
Transfer tapes of the following thicknesses: 0.2 [ 0.3 [ 0.4 { 0.5mm and width from 2 to B0mm
Brazing rings
Powder, grain size 56-320um

To obtain a quote please contact:Jarostaw Kril MSc Eng

jaroslaw. krol@lut-spaw.com.pl

LUT-SPAW also offers different brazing alloys, forms and dimensions custom made to the customer's order.

We are looking forward to doing business with you!



LUT-SPAVW

Nowa jakos¢ lutowania

Lut-Spaw s.c.
Przedsiebiorstwo Inzynieryjne
ul. Zakrzowska 21A
51-318 Wroclaw

tel./fax 448 71 326 94 52
tel. +48 71 326 93 95

www. lut-spaw.com.pl
biuro@lut-spaw.com.pl

NIP: 895-00-16-037
REGON: 930136053

Online shop:
www.lut-spaw.com.pl/sklep
office@lut-spaw.com.pl

Sales department:
handlowy@lut-spaw.com.pl
sprzedaz@lut-spaw.com.pl



