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Fig.2 Changes of hardness of SKD11 with brazing temperatures, F1€-4 Changes of hardness of SKD11 tempered at 525T
with quenching temperature.
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Fig.5 SEM graph showing precipitates in SKD11 tempered Fig.7 Changes of hardness of SKDI11 for different number

at 525C after austenitizing at 1000T. of tempering conditions with brazing temperatures.
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Fig.6 Hardness distributions at the joints brazed with four Fig.8 Changes of hardness of SKD11 for different quenching
different filler metals at 1030C for 10min. and tempering conditions with brazing temperatures.
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