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The investigations showed that electroplating is an effective technology in the
field of the joining of fusion relevant materials and components for divertor

) o ) and blanket development.
Shear testing of joints
® Reactive Ni and Pd layers were successfully deposited on tungsten, Eurofer and
(b) F + stainless steel by electroplating to obtain improved brazing by Cu
®» Mechanical testing was performed in the temperature range RT to 600°C
Testing conditions: ® Shear strength decreases with temperature similar to yield strength of Cu
‘ sample size: Diameter 8 mm ® Aging at 700°C showed diffusion in brazing zone but no significant weakening
H Temperature range: RT to 600°C ® At 450°C and 600°C failure appeared as expected in the braze for all joints tested
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