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Friction welding of MMC and Al alloys
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Table 1 Chemical compesitions of MMC and Al alloy used.
(mass%
Si Fe Cu Mn Mg Cr Zn Ti |SiC(vol%)| Al
MMC 9.0 |0.14} — — |os54| — | — |0.10 21.3 | Bal
A1070 0.05 (020} — — — - — 10.03 — Bal.
A6061-T6{0.75{0.16 | 0.19 | 0.04 | 1.04 | 0.08 | 0.02 | 0.02 — Bal.
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Fig. 2 Relation between friction time
and mechanical properties
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Fig.4 Effect of T6 treatment on friction welding

strength influence by friction pressure
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Fig. 5 Hardness distributions of bonding interface
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