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This research project presents a study of the brazing process improvement in copper metal ring form
filler. This study seeks to identify any factors in the brazing process that contribute to part defects
and then finds the optimum adjusted values of such factors. First, about 2.55 percent of the parts
from the brazing process are defect and they must be return to be re-brazed. The union suction ports
of the defective parts show no copper at the welding area about 9.2 percent of the production
volume. Thus, the target of this project is to reduce the quantity of defective parts by 30 percent.
The research methodology consists of analyzing the current situation, reviewing copper brazing
theory, checking the measurement system of the operators, designing the experiment, and finally
analyzing of the experiment results. The results reveal that the clearance between the bush and
bracket is the main factor in part defects. A statistical analysis is then performed to obtain the
suitable clearance level that will minimize part defects. The optimal solution is that the bush
diameter is 13.60-13.62 mm. and the bracket diameter is 13.61-13.62 mm. with (-0.01-0) mm. in
clearance. This clearance level is then applied to the brazing process. The percentage of defective
parts decreases from 2.55 percent to 1.03 percent, which is a 59 percent improvement. This

successfully exceeds our target goal.





