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Fig. 2 The joint microstrccture and element line scan at 1 000 C—60 min—10 MPa. (a) OM; (b) low power SEM; (c)
high power SEM; (d) variation of element content in joint
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Fig. 3 EBSD analysis results of stainless steel diffusion bonding joint at 1 000 C—60 min—10 MPa. (a) grain orientation
imaging; (b) reverse pole diagram; (c) distribution of grain boundary orientation difference
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Table 1 Statistical table of joint grain size and bonding
rate at various temperature
SRR T/°C Ay AN/t TEE Fe(%)
900 23.04 55.99
950 38.74 86.21
1 000 70.81 93.86
1050 125.43 94.81
1100 197.51 99.22

*k 2 EMESYETELBNRTE5REERSEIT
Table 2 Statistical table of joint grain size and bonding
rate at various time

LRI ] #/min fk R d/pum JEERe (%)
30 57.31 74,15
60 70. 81 93.86
90 75.10 94.15
120 132.59 98.61
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Fig. 6 Effects of process parameters on joint
deformation rate and tensile shear strength. (a)
temperature; (b) time
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