82§ 7ol 93 5-AlLOyYAluminum B34l 59 7 e E4
Characteristic Strength of 3-Al203/Aluminum Composite by
Rheo-compocasting
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ABSTRACT AI6061 alloy reinforced with 10 vol% ©&-AlOs short fiber have been
fabricated by Rheo-compocasting and squeeze casting and extruded at high temperature
using conical shape die and curved shape die with various extrusion ratios.. Tensile and
hardness tests were carried out to examine mechanical properties of extruded materials
and SEM observation of fractured surface was capable of accounting for fracture
mechanism and bonding state of fiber and matrix.
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values according to die shapes and
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Fig5 Comparison of elongation according
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Fig.l1 Optical micrographs for dispersion of
5~Al:05 fiber on transverse sections
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