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different WC contents held at 1 030 C for 30
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Fig. 3 Curve of brazed coating density and porosity with
WC content. (a) coating density; (b) porosity
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Fig. 4 Microstructure of the brazed coatings with different WC content. (a) 15%(low magnification); (b) 25%(low
magnification); (c) 35%(low magnification); (d) 15%(high magnification); (e) 25%(high magnification); (f)
35%(high magnification)
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Fig. 7 Line scanning elements distribution of 15% WC
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