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WELDMAXX WELDING CONSUMABLE

AG-452

SILVER BRAZING FILLER METAL
AWS A5.8 : BAg-36

CHARACTERISTICS

AG-452 is a active and fluid alloy which can flow over a larger area. Smaller fillets will be formed
and the alloy usually has a small melting range. Higher silver contents will result in a flow easier to be
controlled by the operator. Generally, higher silver alloys can bear more overheating and extended heating

cycles, and the joints produced have better ductility.
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APPLICATIONS

Used for the joining of most ferrous and nonferrous metals, except aluminum and magnesium.
These filler metals have good brazing properties and are suitable for preplacement in the joint, or for manual
feeding into the joint. Although lap joints are generally used, butt joints may be used if requirements are

less stringent. Joint clearances of 0.025 to 0.13 mm. are recommended for proper capillary action.
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TYPICAL CHEMICAL COMPOSITION OF WELD METAL (%)

44-46 22-28 23-27 25-35 0.15

TYPICAL PHYSICAL PROPERTIES

Melting Temperature Density

Solidus Liquidus (kg/cm3)

640 °C 680 °C 9.2




