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Fig. 1 Schematic diagram of welding device
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Fig.2 Cross sections of welded joint with wire feeder

speed of 5.7 m/min
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Fig. 3 Microstructure of fusion weld joint
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Fig. 4 Microstructure of brazing interface
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Fig. 5 EDS line scanning at brazing interface
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Fig. 6  Microstructure of brazing interface at different

zones of various welding joints
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Fig. 7 Tensile strength of different joints
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