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EPROCESS FOR BRAZING THE CCNPCSITE éOTTONB OF KITCHEN UTENSILS The present ’3

e ?&féfﬁnmt %Sf@a&@icq FREDC CohieRiTeL, BErbre "SoF! b LSRE”O
for of a'different typebSyraEM of UTENSI&S netal in the presence of a .
¥ol.id-scouring- £ ux- (the general .term“netal" i dE&#&SQvQQ?(g'” as '

§ nchdi 10. t al d || I ble to soldef
"_I (r;(r: exiaprgl e, Q‘Illlr(ran ﬁ?ﬂﬁaﬁ’gﬂ{]’%‘(gﬂg }‘é’sgrgiéﬁ* &8 ePr&cezﬂ‘ﬁ(r)ﬁS"rsﬁ ume or copper

;and ‘stain .St eel . the f or m_qf e which i.s = =
icoat ed MAP%§%| ; ?Eﬁiagéa'15 in the form
Jof - .a powdered e ' I_§ . purpose. The.
'chenlcal o the skilled

{man, as a%ﬁa&@%;t&éisi}ﬂ. 'g.igig_ﬁg%sgg pgr E% Li ng,assenbl vy .y sol.dering (for
iexa resi stance, furnace gh%h§§PPRéfQ L

' ench F akellr RQ ﬁgg.&gghsffgcrlbes a process for bra2|ng netals mhlch
'|s partlcu arly SUIt e

It is known to produce Jo1nts between metals either

of the same or of a d1frerent type by means of a flller
T.metal in the presence of a.sol1d scouring Ilux (the
- general term "metal” is defined hereinlas including
10 pdre ﬁetals and metal alloys). It is thus possible
-to solder, for example, alum1n1um and stainless steel

copper or alum1n1um, or copper and stainless steel

Some Illler metal. in the form of a wire which is c0ated

) with flux or prévided'wiph a Ilux-rilled'chanhel or .
[15 in the form of a'pewdered metal mixed with some flux.
is used for.this purpose.' The chem1ca1 comp051t10ns
'of “the solders and fluxes are known to the skllled
man,,as are the hee€lng processes permitting asscmbly
R _by solderlng (Ior example, resistance, Iurnace or blow=-
?Q _plpe heatlnb) o ll B - .. R }}. _ s T
French fatcnd ?u,.é;j'l, 203 dLSCrIDCb a pxocess | - -
for ‘brazing metals whlch is partlcularly sultable for
" . both 1ndLV1dudl ‘and mass pxoductlon of . bobtoms for

: kltehen ulensils composcd-ef several metals as well
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as for the clectrical conneclion between conducting .
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oth |nd|V|duaI and nass productlon of ‘bot t ons for. kitchen utensils
onﬁosed of several metals as well. 25 as for the: electrical connection
et ween - conduct i ng netals. Excellent thermal: conduct|V|ty has to be
ro- duced in the first case and excel I gt electrical con- ductivity’ o
etween the various el.ements assenbl ed- by_brazing in the second case, this

_?‘552'?2’&5150?234%%% renc%f‘ff%*‘énw%ﬂﬁé@ LA R SS'ﬁ%e%i the
ayer of ??’ux%“&%s B 46 B 0 é??fé%g.e%ts&% SEAPRDYE ne

hape and siZgpfy iy f't?é%?ééntﬂx@evé?% | gpmIigsogl @%;nb&%'a g Present
athin

n the f orm of. honbgeneous stri ut "a ormof*a thin

trip wth e”ﬁytﬁéz?{?g%cei% b destie Sie @éeeenftﬁlahgseohgagw@i gggfﬂ ux wi ||

odge, such as a h, a grid, some per? orate exparrd met al

he surfé&ce Othﬂé&1ﬂyﬁbf33é§§§%|ﬂsﬁﬁgg?5ﬁ§§}@§ t@1@@pove the adhesion of

he flux. It is also possible for one the parts to.bé assenmbl ed to have.

revi ously been  proyhdegridds A dcutra iy S0 dPFeoh OPELOALI N6, feft,eglgr on
ot h- faces- by a con- 20 ventional process such as rol'ling and for the

ayer of 803 is characterised by the use of a solder which has

previously been.eoated-with an eveh_adhering layer of
flux which is cut to a shape an& dimehsions adapted to
10 the shape and size of the elements to be assembled.
The solder can be present in the form of a thin
i':homegeneous strlp, but also in the form-: of a thln strlp
"with empty spaces between the elements thereof in whlch
- the flux will lodge, such as a clpth, a grid, some per-
15 forated or expanded metal the surface of which hes
'-optlonally been treated to- 1mprove the adhesion of the
- fluwx., It is also p0331b1e for one of the parts to be
assembled to have prev1ously_heen provided w1th a 1ayer
of solder .on one o; its faces or on both faces by a con-~
'29_ _ventional process such as rolllng and for the layer of
| ?solder itself to be covered w1th a suitable 1ayer of
'_flux with a view to subsequent assembly. In all cases, -
_ the flux is dep051ted by .a convent10na1 method for
example by 1mmer81on 1nto a suspens1on of flux in a
_-25 1;qu1d (for example, weter w;th-varlous addltlves to

"_ensﬁre suspension or an organiculiquid), by sprinkling:




'isolder~|tself to be covered wth a SU|tabIe Iayer of flux mnth aviewto 'tf
qubsequent” assenbly In:all cases, the flux is deposited by a conventloﬁal _
et hod, for exanple. by i‘mrersion into a suspension of flux in a 25" liquid.
@for exanple water with-various ad8itives to ensure suspen3|on or. .an

-'rgenlc I'iquid), by sprinkling 3 or :spraying the suspension, for

¢xabpl e, usioy SppaRinkt the BuEPeRRIDD) @dd LAY BE, thei 2P degyuh a bath
®f ol ten fl ux. ?f ?hegsolder hgs the formof a thin strld? é|s possi bl'e

fo circul ateIthessalbp posaible tourmara-sehitye '%I@éf‘tﬁh”&db@tha regul ated -
{enperature and contains a bath of nolten flux. The strip is cooled as soon.

&s it | eavesofhmoltuenatRuandIg tthien sfdlldﬁroﬁaa\s%rtheidfﬁéiﬁ ver fa ki gmai ns

‘{i xed on the two faces of .the strip in which blanks of the desired.10 °
‘$hape and sigtripy bt tat possddilat doy.cirtha ametiapn i ifntde sol der s
in-the formof a cloth  a grid or perforated or expanded netal. To-assi st
{he adibsi onfw¥naee Whigh ikemedhderdnedn el asutbertzibd Otetfgérabuser f ace
{reatnment such_as heating to a noderate tenpera- 15 .ture, degreasing and
“brushi ng. HARY ceontaingnd| badht ofi moldfent Hilspr ocess as j ust descrlbed

ji ves: rlse to a-certain nunber of dis-
The strip is cooled as soon as it 1eaves the furnace

e'nand a th1n film of very adhe31ve flux remalns flxed on
“the two faces of the str1p in whlch blanks of the desired
10. shape and size can be cut 1mmed1ate1y. The same applies
if the solder is in the form of a cloth, a grid or
perforated'or'expanded metai To assist the adhe51on
s“of the flux, the solder can- be subJected to various
surface treatment 'such as heating to a moderate tempera-
15 'ture, degreasing and brushing. | |
However, the 1mp1ementat10n of this process as
Just described glves rise to a certaln number of dis-
. advantages.

- On the one hand, grids or expanded metal made of

20 solderlng alloy are not read11y available and it would
be inconvenient to manufacture them espe01a11y. More-
over, the adhes1on of the flux whlch is liquid or is

-.:.dlssolved between the meshes of the grld is ass001ated

-.“t'w1th surface ten51on phenomena which are not always

25'“ controlled perfectly and whlch can.glve-rlse"tO-lrregular'




.ad,antages 'Cn_the one | hand ‘grids, or expandéd metal rade of | Zb"'Solderlng

al' [foy- are. ‘not- readlly -avai | abl e aﬁh it woul d-be inconveni-ent -to-manufacture
n1espeC|aPIy “Nbr e over, the adhesion of the flux which is liquid or

o onerEBEIRCY, OR° ST Rl e 3L e eipe g gw“%b*ﬁpsﬁ%aﬁﬁ._ca: :

tep: _ _'
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agge areas: | coollng, orm ered zoneés In which

-transgféﬁoeeﬂash%@ fgﬁfn ea&g@eaf@aré dlénéeéé &P”éébi%i;”g'the

jot t-om eutenS| be|nterrupte er--m)re

'hary calwfiieegm 8hsb @ er@d zdHRAUGE Ay 1b 1 htﬁe“@i/aﬂ‘sﬁlisgﬁoﬁ' mi ni shed.
he present -inventi-on obvi ates these di sadvantages. Thus, the

'pre.sent Indsntxeaﬂ BEeVkdns thePhRFatud Wa | ddns PELEOIRGStLhE bot t onrs' of .
Kiftchen utensils formed by a plurality of parts conprising.an-internal .
| dyer conpbettor! ost zhel exenstiaehsian b@tmqubeea ayerupthdp-

Icyer o more, the mechanical strength of the jOlnt produced in

| this way w1ll be diminished. - '

The present invention obViates these disadvantages.

Thus, the present invention prov1des a process
:ﬁiﬁﬂfor bra21ng the compOSite bottoms of kitchen utenSils
':’ffformed by a plurality of parts compriSing an internal
“fﬁilayer composed of stainless steel, an intermediate layer of

'_g;”1Sfla—me%ai—eeéeeted—érem aluminium, aéumihéum-beseé—eééoyew_

and an external layer

EY

: ”?fvﬂcomposed of - stainless steel,.comprising the steps of-
' prov1d1ng a thin strip of solder composed of an,
..aluminium 51licon alloy containing from 5 to- 20 %
. fzp;;fbf;: of silicon, _ ' '-_' N |
S engraVing the strip by passing it between engraving:
':H::'rollers or between one engraving roller and a loose'h
.-roller, forming on a surface of the strip a network
of caVities hav1ng a regular geometrical shape,_.:
-;}?gilagitj_coating the engraved strip w1th a soldering £lux;

'“Vf:fel cutting in the strip the blanks haVing the eehana:i

dimenSions of the parts to be assembled to form the

[drr] alun1n1un1 [err]. [err] RN _ and an extérnalz*

| taneoyshy 1ghnt=.e§t ggrr%@t e B __ Cfflar%é@fn# W8 £ gxngni& to form.




gequetricel shépeming an aSSQﬂk&XrﬁPWPE}%h%?aﬁ eLpp _
flGx; - cutting-in the: Strlf t he blab haV|n the [err] dlnen3|ons of 't he.

’ * . ’ . .. N C . . . B .

zconposed of stalnless steel -conprising tHe éteps of 1 - prOViding'a thion /7o)
“strip of solder conposed of - an. alunlnlunrslllcon al 1 oy .cont ai ning . from5 -
to* 20 @620 .. . of silicon; - ‘engraving the strip by passi.ng it betmeen. ‘ .

. engravi ng roIIeomposmbetW@eﬂImne engraving roller and a'loose roller,

formng.on a surface af the strip.a network. of' VItI%% &gxﬁgg ggiggrrﬁg

‘parts to be as$beblped tso R Heére %SJ? bot t om - formng an-

“assenbly conprising alternate’ I%Xers of ‘the parts.-and- of the bl anks; and -;'
brazi ng t he. asbe@m#wgzihe assembl¥te cavities are formed by passing. the '

tstg;p eltger bg&&f;ﬁpﬁﬁg¥§g en bEVIngd gglﬁgsg atb%f%%rﬁ Iei Lerr]
subface - coatin 6§ﬁ% e ormation [erri. being -
_covered with.a flexible and el as ch@S aCar rd, rubber "10.
| her! Degpeep g A Sh4£2 URAET 8180 hnts o0 alcke

7 ?ﬂL WO engraving rollers which ate-

_preferabl {er ettt ioh Sieketlo &f%h&ﬁe 80%%lﬂarﬂlletxbﬁ)felsalsﬁmg

-deformatlon éﬁﬂf::ﬁhiy belng covered w1th a flex1ble

5iand elastlc materlal such as cardboard, rubber T
10 or certaln flex1ble plastlcs, r between two engravxng

'lrollers Whlch are preferably drlven synchronously thhout

: the posszblllty of Slldlng.




;He.fifstfenbodinent 'the'engraving"rofler in reTfefrfornt'regﬁlar'
ties:on the strip. These cavities” [errb [err] 5- ' have regul ar
gegnetric shapes and their contour is an.equilateral, - i soscel es’ trlangle'

a square- or- rhombus with'a side or dlagonal di.mensi on of the order of from -~

95 ﬂ?nf LSr”&ZSﬁiI‘ﬁSﬁ? f?%%' @%%ull%r%gfﬁ t'a%e byoril% “'g% i %”%I‘ {oys

he opp03|

fo-ned on one aoe of the'sfrfp formrelrers on 1

10 5 nm and,” pr ef ra Ly, Jhet and a maxi num depth of . -
' fem/hundrePhs 35¥ ﬁP Fﬁﬁam%ﬂtéfaﬁﬁ|??ﬁ£?%}n5h§g% leEgipar

these rel| 35 dohis Figu1edVideos tiaiuatng é?faﬂd‘ut/)fu%h &?%ut.on O%.L al so

| odge. . To ensure that there.i's a substantially equa flux

1(‘)2 gatcg Lgcgpplrogflﬁ;?gﬁs&ggt?\faﬁgﬁg&lﬁ ?I;i\e?h t- can be ach%eﬁﬁ%]gﬂusﬁm
thé reliefs on thﬁthngrSEdego&OHha@omaiIdiﬁdﬁsfdﬁfﬁf the order of from '
] - '._0 5 to. 5 mm and, preferably, between 1 and 2 mm, and
a max1mum depth of from a few hundreths to a few tenths.
10 of a m1111metre. |
. These regular geometrie shapes cah.be obtained
--very eas1ly by s1mple and 1nexpen31ve meehan1ca1 means,“
;:and strlps of solder made of alumlnlum-31llcon alloys
'are currently avallable w1th 31llcon contents ranging
E 15f"from 5 to 20% for example AS 13 (contalnlng 13% s1llcon)
'h'-.: ”1n thlcknesses of a few tenths of a m1111metre, thus'
| ”'perm1tt1ng reduced productlon costs. | |
The cav1t1es formed on one face of the strip form
reliefs on the opp051te face, and’ these reliefs def1ne.d
_2Q_ cavities between them in- wh1ch the flux will ‘also
| - lodge.. To ensure. that there is a substant1a11y equal
d1str1but1on of flux on each face, 1t is des1rab1e for -
'_the total volume of the cav1ties on each face to be |
'approx;mately equlvalent..'Th1s_resu1t can_he aoh1eved-'

25 4f the reliefs on the;engravihg'roller are in the form
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Qi\rhonbuses or -squares mhlch are allgned bot h aldng thelr Iarge dlagonal
and their small diagonal and are substantially tangential through t heir .

peak Rows - of eqU|IateraI trlangles coubﬁ al so be considéred. 5. ";“_,In]_g
n

t'he..sécond enbodi ment, the two engravi rol l ers contain identical
engravi ng- mhlch I's also fornmed by rows .of regul ar quadrilaterals, squares

or -Pfonbuses, %nﬁﬂféestélp g?ﬁﬂ?@&' ﬁh?[‘:hoﬁrbsaiﬁgh%ﬁ Vo 241 drit er al-

trlangles allgne ong one-of hel ght their base,  one -of the

rol lers ‘bei ng fdsety %@%{ag&éﬂ%ﬁal @ﬂeisreemahhahmgohms@hwalf a

di agonal, relative to the other, both in the longitudinal direc- *--
tion-and in thgd rmﬁéﬁﬁﬁwcwﬂ%emﬁnstﬁ%&ght 8@ ik dak bE kept

constant. and t’he rotation kept® synchro- nous w t hout sllpplng, by any-
known .neans.  g3wd G Sé/(i‘iifﬂét’eiaél\/\/ﬁ?ﬂahéﬁeﬁaebhﬂasaﬁ%bﬁmé @omatdefate is
t hus ‘ obt ai ned al though sinplicity is sacrificed. = Due to the perfect

adhesi onSof the flux thé sécondsehbedeineher, mhevitwoeslengravimeerdtieisd rip .

wiith flux then to cut the blanks to the shapes and si zes corres- pondlng to !f

the shapes ambanﬁainxﬁdéﬁmuehbnengsavmngewh1ch is also formed by -
Yows of regular quadrllaterals, squares or rhombuses,
'along thelr two diagonals or of 1sosce1es or: equl-

- lateral trlangles a11gned along one of thelr helght

10  and thelr base, one of the rollers belng offset by

e'half an engrav1ng step, that is: to. say half a diagonal

et g e 10

.relatlve to the other, both in the_longltudlnal.d;rece e-
' tien aﬁd in.the'transverse direetion; This'offseffing'.f
'haseﬁo be"kept eOnstant and the rofatien kept synchre;.
15 :-nous w1thout sllpplng, by any known means.- Strict
..symmetry between the cavities formed on - each face is

~ thus obtained although s1mp1101ty is sacrlflced.




_ assenbled or preV|oust to cut the blanks in the engra- ved strip and _
o cover then1WAth flux, as desired ang,dependi ng on the conditions :
oned by,each user. The. |nplenentat|on of®t he | nprovenent - forn1ng t he
ect of the present appllcatlon very substan- 10 tially inproves -the
- esion of the flux on the strip ‘of solder, and this allows-the blanks to
-beicpnveyed, stored anma@aﬂdleﬂempehmebtaadheangorodfthequ%k | ggk g@f . f1ux
~at &ﬁe monent “of ‘sol dering.  Moreover, due to the regular dlstrlbutlon of
“thg flux in the ipd®sibld elthereprevmenelystnoobomgemhanﬁtdqu@qtgfflux
' fi%dlng l.ar ge ‘unsol dered areas which are isolated by solidified flux when
- carrying out mmenﬁhemgtoesut bhet htagkbdépedher shapelseand @uzbhec@Qﬂb@ary
thd solidified flux is distri-- buted very reqularly. This results in .-
‘redular distri-. oondbugibe bhetﬁbangsdénédsaﬂéésOﬁhéh@bplememmmngohmmn
‘gerieous theg?a conductivity over the entire surface. However, since a
“prdportion t Heag#emb} efuPHsPTPEHOUFLY et fdn thee blaaksd iparthe, emgrai-n
torder to prevent corrosion in_the areas where the fl ux fppears at the 25
‘sufface (on the et ?rtheaﬁgséﬁﬁpy °|F°V§rpF€ﬁ%¥&HW@ luxo @Se dgsired
'nor~corr05|ve fluxapd,in g&rt cul ar

tof use a non-cdidsieReniine nn tth"BQPP‘*’&SF‘ﬁr en‘&’&"é’\?@l 23 I‘F@%é‘s@frﬁl ux }

ba<ed on. chlorldes or @ﬂk mpfementatlon of the 1mprovement forming
_ _the subJect of the present appllcatlon very substan-.
;0' dtlally 1mproves the adhesion of the flux on the strip
lof solder, and this allows the blanks to be conveyed,
stored and handled without any danger of a local lack’
' of_fiux at the moment of SOldering.. MoreoVer, due
' 'to the regular distribution of the flux in the inter-
. ;5: jstiees, there is nollonger .any danger of finding large.
..unsoldered areas which are 1solated by SOlldlfled flux
-when carrylng out wrenchlng tests on the soldered artl-
eles. On the contrary, the s011d1f1ed flux is dlstrl-
buted very regularly. This results in regular dlstrl-.
.20;_ botion of the soldered areas thereby ensuring homoé
-geneous thermal conduct1v1ty over the. entlre surface.
;'However, since a proportlon of the flux remalns trap-
ped between the brazed parts, .and 1n order to prevent
- corrosion in therareas where the flux appears at_the

25 -surface'(oh the edge.oftthe aSsemblY) it is preferaﬁle.




f?ubrldeé The |nvent|on is illustrated by t he fo110mdlng 5 ExaanF ;.‘
EXANVPLE The Gle WS d1R- A r i t n ytensi g 44 stainl ess
st eél body a(r%%lg ttgzottglr#lconprl sﬁggtﬁ‘r{g‘e ?geérgh p%ﬂtﬁnc{l@\réél 1laoaycr of- -

stainless st agh 10 Y U4 PErE16k bAEROGK, hlS o mRdiled dyer com

posed. of " ‘all alumniumdisc and the external [ayer com pose a disc of
st.aial ess stqqhorigégrns énd a bl ank-of sol der” conposed. or an.al uni ni um,
silicon-ailoy containing about 13% of silicon was i nterposed between 15 the

ot her” hand. This bl ank was .obtai ned by passing a dk‘rolled

di agonal of nd a snal I dlagonal of 1.5 nm the tips being subs Lan
tially tangeﬁﬁggLiiMhlch wer e allgned regul arly along their diagonals, ‘the
t'hwi se direction of, Lhe strip.

'Tﬁégisdé???Ba'engrmd%?e”q o EaBRHtEe 5 iehen uhendals

: hav1n5 a stalnless steel body and a bottom compr151ng
three_layers, ‘the internal layer of stalnless steel

.- - forming part.of the body, ihe intermediate la&er.eom-:f

_]é'_’ . posed of an dlumlnlh&,ulbb and the external layer eom-

e'posed of a dlbc of stainless stecl, To thls end a

E : _;e ) “blank- of solder composed of an alumlnlum silicon alloy
S econtaxnlng about 13% of SIILCOH was 1ntezposed betueen

§ - o the aluminium disc on the one hand and the two layers

?:- l.:.: of- stalnless steel on the other hand | | B

Thls blank was obtalned by pass;ng a 0. OQO un thlck

i::. li f:. rolled btllp between a drlven engraving cyllnder and a

”w11d CYllHdCI covered with thlck cardboard. " The engra-
20

-v1n5 conszsted ol rhombuseb hav1n5 a large dlagondl of

2 mm and a small dlagcnal of 1.5 mm, the tlps belnw

::substuntlally tanbentlal hhlch were ulxgned 1egula11y :
B along\thelr dla5onals, the laxge dlagonal belng arran-

.ged in the 1en5thw;be dlzectlon ol Lhe strlp. The
"stzxp eugzuved in thlb way was’ about 0 1) uun thleh _ .
orovexall 1L was  then pxeheated Lo 00°C and thereaiter'

e

al uni nf um di'sc onquhe sehah and 1heutWRakeiely AheStRTIgAnSteel on the

strip. bﬁtmeeglamyyémwlengraV|ng cyllnder and a wi-td. cyllnder covered with - -
t hi ck cardboard. ™ The efigra- 20 vi.ng consi sted of rhonbuses having a |large -

o i
e



al-l,. --IL was t hen preheated to [err] and thereafter. ~ * to coated

+& non-corrasive flux based on potassruntfluoaluntnate by sprayrng an -
OUS suspensron of . flux and dryrng i't continuously. A check was nade to
@re that any di screpancy 5 - between th@’quantrty of adherent flux in
fcavities on each face was only:slight,- being of the order of a few

nt. The bl addEtd@ Rifhtai AohbbsrebEile PLaZ DASKS o‘iﬁ&tétot%%s%%' nar

manner by induction heating to a tenperature of about

entional w engiwswl @itné be’ Bl spragthet asl 2 giRI0Y £ Fudpkth AWn
irTmed that the assenbly pro- duced in this way was of "an exceptronally

' qualrty 15 £DuRSand NN 1t ‘condipuenedy.for brazing the conposite
oms of . kitchen utensils fornmed by a plurality of parts conprising.
- A check was made to ensure that any dlscrepancy
5  between the quantity of adherent flux in the cavities
;:'on each face was only slight, belng qf the order of |
_ a_few,percent; ‘The blanks were cut in this etrip..
Bfaiing was'carried out in a known manner by
;flnductlon heatlng to a temperature of about. 600°C,
10 Convent10na1 wrenchlng and- thermal impact tests

_fwere carrled out and confirmed that the assembly pro- -

duced in this way was of an exceptionally high.quality.

_15;

20




an |nternal Iayer conposed of stalnlbss.steel an |nu of g
[err]« alum nium 5 - [err] and an external - Iayer "mﬂ” "ess
stedl, %%ﬁ§m55|n? the steps of- provi-ding a thin strip ¢f dolder~ - -
conposed of an a un1n|unls|I|con aIon containjng from5 to_20 %of 10 - -
siliconte- ethﬁQFﬁﬁstﬁQrsFFﬁﬁl@ﬂ P R?sbggﬁg%ht%ﬂﬁraglng rollers or
betwsen one engraving_.roller angua I%gee roller forn%§g on_a,surface of

t he st rfbteRenoprkess idsy foraed YAt ey YboRRt c%?mgﬁéﬁén915 S
coating the engrayed strip derln flux; cutting in the tr o
Eﬂe blaﬁ%slﬂﬁﬁg ﬂéyferFFmﬁ°ﬁ§%E<H% i) aﬁ?%e}b BR. agsenbled fo ;grn1 -

e;co Qr m an _assenbly co | f-20. -
the par LStaHEeqL: %ﬁ B S ea-ﬁ'&@é-ae-%eﬁé%%%ﬁse%ﬁ“@*e “A process
ac ordlno to_clal - : -VI 5 irst face of =~ -
the strip Of 501 dé¢ pet ween t hem

cavi ti eg, aagangx%e ge&c;l gg,etro és%ngdgéaedopyswfniégg gebeh, i s substantially.

equal he " capaci
-gcomprising: the ‘steps of

- prov1d1ng a thin strlp of solder composed of an
- alumlnlum 5111con alloy contalnlng from 5 to 20 % of
i ld«t_ i 1_51l;con,_. ) D
- engraving'the strip by passing it.betweenrenoraving:'
- :rollers or between one engrav1ng roller and a loose
rolier, forming on a surface of the strloa’etwork
of cav1t1es having a regular geometrlcal shape,"
'15__ . 'f _coat1ng the engraved strlp with a solderlng flux,-;
-'; cutting in the strlp the blanks hav1ng the weubsssced
.dlmen510ns of the parts to be assembled to form the
. compOSLte bottom,_ |
' --f_formlng an assembly comprlslng.alternate layers of
) r20,'::-_ fthelparts and of the blanks; and ' N |
B brazihé'the assembly. | R
2. | .} process according to ciaim 1, wherein_small-cavities
ehgraVed on a first'face of'the'strip of'solder form - R

:{ on. the opposite “face reliefs leaving between -them

-




tial

N ¥ -4

'JeSIOn'the firsr'faCe' 3.' A _process accordlng to clalnrl 2{
;_In the contours.of the small cdvities are. regular rhonbus or. square

i ] at er al o €Pe8f Ragihgnadcabaed thheiy vl aganal @r ubst ant
t hrough .t hheir tipS, or i1sosceéeles or equrlateral Ti 4,

focess accofkidl 16 8a¥sehnehially bqulditoLiohpdto GRVdE | are
fornnd by -passing - the strip of sol der between a driven, engravrng‘?oller and
| oose rolé¢gvicoyerof vhehfarkhesiakles and elastic materiar. 5. A,
ss according to any one of claims 1 to 3 wherein.the: smal | cavities

haped by passagr. peowees twecoeddngyitog ol@inerls oMiT) v i gk

-syn_hronously wi.thout the possibility of sliding the engravi ngs on one of

'oIIerstxnonﬁomfseOfbyhbasmaalsbepﬂumqptanhrrﬂdqﬂanuiﬁﬁ&m&&ersely

relgtive-to the engravings on the other roller. 6. A process accordi ng

to gny one of @f asgeanetqubdrifeteiralsharhdedr Aansl aligned dlompvaiery with

fluwf

claifns 1 to 5,4diweEerak and BranRybstansjmlily tﬂwgﬁiglr@vefchmugrpstlﬂrﬂn hen |

before-cutting the blanks. 7. A process according to any one of

covdred with flux. 8. A process according to any one of clalns lto 7
wheffei n the f183P%s PBNiEBPFEIPPeOFePANA YT Alndrianpirs .

: 4. a process according to any of clalms 1 to 3,

whereln the cav;ties are formed by pa351ng the strip

'of solder between a driven engraV1ng roller and a
'loose roller covered- w1th a flex1ble and elastlc material.
f_5. A process according to any one of claxms 1 to3

'_whereln the small cav1t1es are shaped by passage between

two engrav1ng rollers Wthh are driven synchronously

'wlthout the poss1bllity of slldlng the engrav1ngs on

one of the rollers being offset by half a step

_longltudlnally and transversely relatlve to the engravings

on the other roller.'

. 6. _ A process according to- any one of claims 1 to 5.
iy s{+t
.whereln the engraved.::df%; is covered w1th:flux before
- cutting the blanks. ) _ -';'=.- : '“';-: -

7. A process accordlng to any one. of claims 1 to 5,

whereln the blanks are cut in the engraved strips and

'}___then covered with flux.-

8. . A process accordlng to any: one of clalms 1 to T,

LN

"]whereln the flux 1s non-corr051ve relatlve to the various

|aIIy
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eLenente mhlch are brazed. 9. A prock3s accordlng to claim1 substantially /
as - Qe-rel n described with reference to the specific Ex rmlﬂumg"" l!" mniche_'

ut'ensi | . haV|ng ‘a ‘conposi te bottom [err] -brazed [err]

of claims 1.to 9. The text of ‘t:he specrflcatlon has been re Brollucdd * by

photocopylng the applicants original typescript. It mey contain a few
mands<ri pt Skememest whinhchrar drazed.cult to read. - The-origina

typescri pt cont aining.these manuscri pt. amendnent s may be inspected on t he
prenlses of%¢ he FAt BRPCeF$i agcording to clalm 1 substantlally as

hereln descrlbed with reference to the specxflc

'feExample.

T oaes et .-

""lij A kitchen'utensil heving-a c0mposite'bottom
eomps&s*ag brazed.

according to'any of
R elaims 1 to 9. | |

The .text of the specii‘ication has ‘been re |
produced by photocopying the applicants original
typescript, It may contain a few manuscript amendments which are d:.fficu;t to read. gj-ghe

: original typescript gontsining these manuseript
o the Parmes ttees ng p emendments may be inspected on the premises




