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The Study on Diffusion Bonding Characteristics for
Hard Metal to Tool Steel Dissimilar Joint
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Ni# Ni &% Permalloy, 2832 Fe& 71X& 3 Invar 55 AHE3IQ 1, AYds49 FA< &
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PN AYFEe AEFHO] tempering AT & AFAEYG vk @A QT A AAH
o § Z ¥9<3o] EAE AL & F Ut Fig3e AYFEY FANIGeRY AxE S
aHEZ2 A SKD61# 27Z3%FAel 488 £XE Yehix jion f‘é‘ F Ak A7IN 22T
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Fig.1 Bend strength of specimens
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Fig.3 Vickers hardness of insert metals

Pig.5 Photograph of crack in the

section of bonded specimen(x200)
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Fig.2 Hardness of insert metals
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Fig.4 Average hardness of SKD61

Pig.6 Photograph of the section of
bonded specimen(x200)
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