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Diagram of welding principle
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Table 2 Welding parameters
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Fig. 2 Weld organization chart of different welding
methods. (a) traditional welding; (b) 1 Hz welding
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Fig. 3 SEM images of different welding method. (a) tra-
ditional welding; (b) 1 Hz welding
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Fig.4 EBSD images of different welding methods.
(a) traditional welding; (b) 1 Hz welding
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Table 3 Tensile experiment parameters.
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Fig. 5 Tensile curves of welds in different welding
methods
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Fig. 6 Macro fracture photo
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Photographs of micro-fractures and EDS spectra
of two types of welds. (a) micro-fracture morph-
ology of traditional weld; (b) energy spectrum of B
phase in traditional weld fracture; (¢) microscopic
fracture morphology of 1 Hz weld; (d) B-phase
energy spectrum of 1 Hz weld fracture
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Fig. 8 Tafel curve & Nyquist curve. (a) Tafel curve;
(b) Nyquist curve
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