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The Study on Brazing Characteristics for
Hard Metal to High Speed Steel Dissimilar Joint
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(a) 1025T. MBF-Ni-MBF (b) 1200C MBF-Ni-MBF
Fig.1 Microstructures of SKH55 with different Brazing temperature

Fig.2 Result of XRD at the interface (1200C, Furnace cooling/Q.T)

Fig.3 Result of XRD at the interface (12007, Air cooling/T)
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