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Figure 1.1 Schematic illustration of explosion bonding!*!
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Figure 1.2 Schematic illustration of roll bonding
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Figure 1.3 Solid-liquid casting process using twin-roll(6?!
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Metal A

Metal B

Figure 2.1 Schematic of the clad method in this study



<4—— Casting direction

Solidification layer Q
d %

Molten metal

Figure 2.2 Schematic illustration of melt drug method
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p: B, kgm?

d =K\t (2-2)

d=&F (2-3)
v

K : FEBREEETEE, mm/min®’

L : GE[E FEE, m

v 2 —/UEHE, m/min
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Table 2.1 (TR 7. 7oAV FEEEEZ A9 5 AM100 OEEIET#RX % Figure 2.3 (2777
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Table 2.1 Chemical composition of clad materials

Content [mass%]
Mg Al Zn Cu Fe Mn Ni Si
AM100 Bal. 10 0-0.3 0-0.1 - 0-0.35 0-0.01 0-0.3
A1050 0.05 995  0-0.05 0-0.05 0-04  0-0.05 0-0.05 0-0.25

Materials

650

600

550

500

450

Temperature [ °C]

400

350

300

0 5 10 15 20 25 30

Times [min]

Figure 2.3 Cooling curve of AM100 at room temperature

2.3.2 ERIGE

BRI 0 — L% v 24 —% AW T—TRT B Mg/Al 7 7 v R alE+ 5 7 ntk
A DOWEX % Figure 2.4 (2789, ABFFETHMH L7z W2 —/L % v 2 ¥ — D4k % Table 2.2
(TR, REBRTIEL, Mg &4 (AM100) & Al &4 (A1050) ORGE BT/ ATHE
HL, EFr— /L CERESHE D EFRFFZ, =— B TEELT, MgAlZ 7y Rifa—
TRTEET D, 5, ZRETOHETH DI TWD B 3— 2 1d Mg A4 DL
REBOBILOYIEO — OO HMNH 508, AR TIEETRIPTERL, H—H

ZIFEH L TuvZguo.,
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Molten Magnesium
Upper Roll

Clad strip

Molten Alumi
Solidification length olten Aluminum

Lower Roll Lower Nozzle

Figure 2.4 Schematic illustration of cladding using a horizontal twin roll caster

Table 2.2 Roll caster specifications

Material Copper
Diameter [mm] 300
Width [mm] 150

AREBRTIE, ETEANTOIETEE 0%, 5%, 10%, 15%, 20%Z2bSHT, 5FHEE
DEMETFTTEREIToTND. ANTOETRIIr— VX y v (hkn—L&Fr—L
M ORERH) TH5. ANTOETRIRQC-HITRTLIICT T v FHMDOES DD
BEI Ty FPMOHGwmEIDOlE LTERT D, TTTANTDIETREE, 7T v F
BEPCOr— VORI Z B L C, Bonizs 7y RMOES L, &ELE E
Tr—= Xy FHOBENGEBEMICER LIZETROZ L THDS. Al @fER X
O Mg &4 8 OB FREEEE S 13030 L 0 THIL CHEBREZIT-o T a0 £3°, Hin
— VBRI EBR ATV, AMI100 TN A1050 DEEFEE S A FEERAICE I L7z, 2o/ R4

Table 2.3 2R,
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Table 2.3 Experimental solidification constants for AM100 and A1050

AM100 49mm/min®?

A1050 33mm/min®?

K(Q2-3)0 5, HmEIZHM Lz, flxX, EEEEEE Somm, v —/LE#E 8m/min O
Bitr, AM100 3 L A1050 OERGRIE & 1% 3.87mm 35 LN 2.61lmm, 7 7 v RORE S
BLF 648mm & FPHITX S, Z0OF, B— ¥y v 7% 648mm IZHETDHE, A
JOETHRIT 0% THD. 2—/F vy v 7% 518mm ITHET D &, BT OETFRIX

20%ThH VY, KEBRTIIANTOETEREZ DL HICEHR L.

_dy+dy—h

2-4
d, +d, (24

i BRNTOETR, %
d, : Al BE&OHRE S, mm
d, : Mg &80 HE X, mm

h: 22—V F¥¥ 7, mm

B — VEEE FEEROFE RO, 5 O 2 MR 2 < BE L2581,
7Ty FMOBRGENRFRETH L Z &, FfarnmnaEz e — /Ul CE L 7
7Ty RMEHEG LT W EVH L7272, ARAFZETIE, AM100 OEGHREE T
RFRREE L0 5°CiEm<, MiEBTHD A1050 OFFEGIRE TG L v 10°CH <
RE LTc. MEIO FERABRHRE C#FiE S % Table 2.4 (TR, AL E = —/L & OBl
F& Ly, L BEEFEEEIE S &6 S0mm E%ELTWDH. AMI00 #5iEH O 7 Ao
% S0mm, A1050 $5iEH DT/ XL OIEIE 150mm Th 5. / A/VHNOELOIR AR

16



TP < el VR OAIBEZ WrBES & MBS Al CRE D 45T THRERZ1T > T
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Table 2.4 Experimental conditions

Upper roll Lower roll
Materials AMI100 A1050
Solidus temperature [°C] 465 646
Liquidus temperature [°C] 595 657
Pouring temperature [°C] 600 667
Solidification length [mm] 50 50
Nozzle width [mm] 50 150
Roll speed [m/min] 8
Roll gap [mm)] 6.48 6.16 5.83 5.51 5.18
Reduction ratio [%] 0 5 10 15 20

2.4 REGERB L EE

2.4. 1 IROFBHEIREE

Riern—nNXx v 7 (ANTOETE 0%, 5%, 10%, 15%, 20%) OEBREM: T
& X 72 AM100/A1050 7 F > K% Figure 2.5 (SR $. BT OFETHR 0%~10%0D
BATENDEEL TVD. 10%~20%F TOEFROSKM FciliEINTLS 7 v ’H
DORENIZREAOBRILHNFEAE L TWDH, Z OFR(LWILEER: TRV TE 5. Mg/Al
77y RMOBEAREZHRT D0, 77y NHEOME» HEE L -EEE
Figure 2.6 |79, Figure 2.6(a)lZ~d &L 912, Emr— /L CEE[E L7 AMI00 X, 84 L7
WEFE P — L TEFE L TWD. ZiuE AMI00 23 85ERFIC Eu — L ClEE 258 T L7-
HLOO, EEE L7 2 MO A1050 & A1050 DA IR E L CHEAN TE RN 720
HTHDH. RTOETE 10%DOHE TR LY 7 v R OWiE % Figure 2.5(c)IZR

. Figure 2.5(c)lRT & 912, SEMES ARV T, AM100 & A1050 1ZIFIEHEAE TE T
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W%, Figure 2.5(d) (JL2MTF DT 15%) 3 LU Figure 2.5(e) (FLT DJE T 20%)
TlE, AM100 & A1050 A4 DAL T LTS, BN a —/LikE 7z T8 Mg/Al
7 F v R O#EEFEBR T O FHE % Figure 2.7 |25~ $ . Figure2.7 7°5, R2MTOE T RIX
Mg G4 DEERE 5E T % OB OB O AEICEEBEZ 52 5. Thbb, RTOETH
DI L > T, #FER O AM100 & OB OPEH AR L, L0 Al 6e L BaE
LT VIRIBISE S ZE MR TE D, 62T, AT OETEOEMZIY 7 v Rt
DIEENEHREE, —EOE TR ETY 7y RORENAIRRIZR D Z LR LT

Ay

Figure 2.5 Results of the AM100/A1050 clad strips with different reduction ratio (a) 0%, (b)
5%, (c) 10%, (d) 15%, (e) 20%
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Figure 2.6 Bonding states of clad strips with different reduction ratio (a) 0%, (b) 5%, (c) 10%,
(d) 15%, (e) 20%

Figure 2.7 Photograph of casting process of Mg/Al clad strips with different reduction (a) 0%,
(b) 10%, (c) 15%

2. 4. 2 tRIERIE

B2 BT OE FROFMIZBWNTHELNT. MgAl 7Ty RMOESE~A /1
A= —TRHII LT, JE T3 0% K 0% 5%00 40k F TR B b R SIS
LT N % <, WEOFHNGHERR Uiz, WIEFIEITHE L7 — & R O Kl &

O/ MEZFRWT, Ko ESOBIET — 2 O a2 R L. R BT oET
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(10%, 15%,20%) &7 7 v MM OE S OBMR% Figure 2.8 I~ 3. fohizs 7 v R
MOBESIEZ5Smm LA ETHY, BT OETRI15%DEE, RETHRKREZLD 6.5mm T
bole. Fiz, RTOETE 5% EOFMFIZBNT, EEORETr—LF v v
FU Imm BEELS o7z, RNTOETR 2% EOBEITIZY 7 v FHfoEREE N
HIAELTWRWY. £/, 77y ROREEH 15%D54 X VA L TW\W5. Figure2.8 D
RERME, JE TR 20%U EOGEIZERMILEMDOL S, FEEEE 2T LTS Z & T,

Z DFERIED A Licb D LELZ L.

8.00

7.00

6.05
6.00 |
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4.00 F

3.00 —o— Thickness of clad

Thickness [mm]

2.00

-=-~=--Roll gap

1.00

0.00 . . :
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Figure 2.8 Relationship between thickness of clad strip and reduction

2.4.3 7 7 v FOREHBEOE L

ANTOETHER (10%, 15%, 20%) TRIEENTZ7 T v FMORFITH O RS
Y10 H LT, R OBIERE1To 7. BB OUIRNIEIC L 2 EEOIN TG 0
WEZTEDLIRTRET Do a s~y TiToT. Bl %Z SFEO VY a > h—

A RA3—s3—#400, #800, #1000, #1500, #2000)% FHNTHFEE L7=%, Kk 3um B &
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W 0.25um DF A ¥EY RAZ U =KD T7HEEIC L0 8wt B Uz, ff o
BEIT A SE(OLYMPUS, U-SPTIZ CiT» 72, A REOIRAE EHET 57129
Al 54 L Mg 8B Oy F U 7REBGER Lz, 372bb Al 480815
% Al @Bl o= v F o 7k (1g 10%KEE{ET U 7 2, 100ml K% K) T
60s =y F 7L, =& ) —/L TG, EREEELZOBHIZ, Mg eS0T >
Fo 7 Bg vV R, 50ml =%/ — b, 20ml FElg, 20ml ZKEEK) A LT

T v SMOBEREFTIIEAREMIT L L. AN O4& B % Figure 2.9 (2737,

Figure 2.9 Microstructure of bonding interface with different reduction (a) 10%, (b) 15%, (c)
20%

72 DT FHR10%, 15%, 20%) THREE S22 T v R OBEA R mEIZITZEm, Bl o
RERKRMGITIRHT- D720, F72, AMI00 & A1050 OFEEFEIZIE B OIRE B ) e
HEINTWD., F78b 5 Figure 2.9(a) 27 &L 912, #EEREIZH T 2 BETRINIZE
FTiE AM100 ([ZIFVIREETH Y, #EATER ST AM1050 [ZIFVWIRSETH 2.
Figure 2.9 |2/ R T K D18, [EFREZEMEIED L, BREBOEINL VTR0 L
TW< . Tmage] BEEEY 7 NEFIAL, “BORABOVHESZEFHHILZE Z 5,
FNTOIE TR 10%0O%E, REEOE ST 128um THH, AT OE TR 20%
DEE, IRATEDIE S 68um T -7-. Figure2.8 35 L O\ Figure 2.9(a)~Figure 2.9(c) /D i F

FERNCEZET D L, JEFTEDN 15%0 D 20%E - =B B bEwE % 2% <
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GRYREEBOMLULHEHLAEZY, FRE LT EAELEI Ao bDEEZLND.

2. 4. 4 TR XEFHAR L U5 EE A KERER

BEAREICELRREBOM S ZH LT 5729, Figure29@)IZHB1F57 7 v K
MOFEONIET, v~ 7y l— Al SRERA1T > 7. Figure 2.9(b)¥ L U Figure
29T L DI, A1050 ITHTWAT (FEEWEFT 13437 0 3 < FHINZINEES > 7223,

ZOFEFTDOE S X Tum TH - 72, A1050 ([ZUTVWVE ORE & & IEFEZHIE T 5 728, Figure
29@UTRTEINCBWT, EFE2H TTEHIAZIT>72. Figure 2.9(a)l231F %5 b D&
I AMI100 (23T WVE (BWEEFTD, ¢ OFEFTEL A1050 ([EWE GEEVERT) Th b, il
SRBROFKE R % Figure 2.10 (2783, Figure 2.10 705, “JEOIRABOM S XFnEh
AMI100 {175 196HV, A1050 {f]23 228HV T ->7=. AMI100 1% Mg-Al R~ 7 R T A4
THDH=H, AMI00 & A1050 23R DBICE CTALEMIT T MghAlp & AMg TH

D, FNEFENOR XK 200HV, 250HV T b & & x H AHMH7:505171276]

'lX_‘ 250
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Figure 2.10 Vickers hardness of each layer of thickness direction at reduction rate of 10%
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Mg/Al 7 7 v RM OBAREZHET 5720, fF507z Mg/Al 7 7 > R O5|EE
AWERER AT o 7=, BliRE AWMERER i O~ % Figure 211 123, IR AWRERD 5|

PRI 1L 0.3mm/min TRBRZ{T > TV 5.

a@% 1
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5}
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Figure 2.11 Schematic view of specimens for tensile shear test

Sl AWRERE OREBR A % Figure 2.12(a)$ £ O Figure 2. 12(b0)\ 2R d. $hiEE £ 7
> ¥ ORER 3K ETIEZR NSO H Y, Figure 2.12(a) DR 1 No.1 & No.2 Tk
BRA OFERHICHIBES AT T, SIREAWRBRIIITo Ty, 72, RB A2 T4
LHEROIRENZ X - T, Figure 2.12(b)DidlR /i No.5 & TF No.6 DA FL Tl A1050 & &
AMI100 B HIBEL TW 5. SRS AWrakBR o5 R 4 Figure 2.13 129, #BRA No3 &
No.4 OFRERFE R TI, FmEFBELs4A L Cu7au, Figure 2.12(a)DikBR A No.3 & B L
O'No.4 TiX A1050 JEIZB W TR L TV 5. ZHUTEES L1227 T v ROE AWML/
A0S0 BB LV bEWAL EBEX BILD. A1050 JE D 5| 5REER S ILAEWTIRE O B K OY
TR =0 AEEROWEREE AW CEHE L. T72bb, 3BT No.3 @ A1050 & D
SRR S 1 117MPa, 3R No.4 @D A1050 JE D5 [3EIE XX 80MPa Th 7. R D
et U B W THRIBED R A= 2 BRI O824 Lt Ot AW ) &2 3R L7z 38 A No.3
J% O No.4 OHEETREEIT Figure 2.13 2779 & 512 41MPa DLk & H#EIl S ju7-. 3Bk No.7
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TR A OB T EEICBN T, im0 a S mcHhnsgAeE L, HBRA No.7 Dl
R AR IR 72> T D, —J, @B No.8 D51t KIS 711% 44.8MPa Tdb
o7z, Figure2.13 OFER G, BWEEIEIC L D — TR THIE I Mg/Al 7 7 v Rif
DOEAWITRE L 40MPa DL ETHD Z & &R L. ZNETHH T LR —/LF v
AB =% N T Ty RMOBEE M TON TE 2, #5MEIC VW TIEbh £ ) #
ST NN OREERGE R 2R OB FIEIEIZ X D AUMg/AL 7 7 v R ORER
BTN RRTHAREEEMAT 5 Z L T 40MPa UL EO 5 [EE A MR 244 % Mg/Al

77y FMARIETE 2 Z & LT,
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Figure 2.12 Specimen after tensile shear test with different reduction (a) 15%, (b) 20%
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Figure 2.13 Results of tensile shear test for AM100/A1050 clad strips
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2.6 F& ¥

ARETIE, AN —F v AZ —%&F 72 AMI00/A1050 7 7 > KA o fbEFEER %
Tole. FERNG, v—/VEER 8m/min, R2NTOFE TR 15%LL EOGETIE, BAT
RREAEAT HES 6mm LL_ED AMI00/A1050 7 7 v i & difgediE c& 7=, 7=, A
DT ORETERNY T v M OERHFIEICS 2 2 T OETROFELFE L. A
JOIETROENIC X - T, #HERED AMI100 &40 #iE% OB OPEH O 03 &
K725, ZHUFIANTOETRERBEIML T 7 v RMICD o T EE5NRENT 5006
ThoreBEZOND. £z, HAERBOMBTEOBIERERND, BANEITILZERK
fa73 /e <, ar =T AL 59T, FEETFEEL TWHW. BEBOEIITET
REWEMESED LB 12720, L0#EL ool BT OETED 20% D56 TOMIE
ABIIRKLES ZDOESIT68um ThHo7T-. S 5IZ, W SHEBROK R4 1T & ik
L, RAEOMAET DY MgirAln, KON AlsMg, Th 25 Z E =B OMNT Lz, gliEE AW
REROFERND, BN e — ¥y A X —Z2 W — TR TEEI N Mg/Al 77 >
KA O AWTTR S X 40MPa LLETH D 2 & 2R L. REBRTIIS LIz Mg/Al 7
T v FMOBESHER, BRTEEEICLD AUMgAL 7 7 v RH OS8R A KSR DR
REFARETHST.

UEDX Iz, REBROFERNDS, —TRETEEG) O EE: 6mm LLED Mg/Al 7 7 v
R Zfa 2 hTHRETE 5 2 L2WLMT L. AEICBT HHEEN D, BAK o —
NE Y AX =TI VEWRESR OV 7 v RMORET o 2O REM 2 /R
TLENTE KERTIZAIEGSHD ) AV A—T R THLHID, Mg &% 118
T LR, T A0S ATREED S D72, Tl A 7 r— A ALK KT
v TEERHT 5 Z LTk o TR KD D 720y Mg/Al 7 7 > RMSTFIREIC /2 5 & &

A%,
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HIE "B Mg 2&/Al &7 T v N oRlE

3. 145

2T, BN R — L% v A X —& H 72 AM100/A1050 7 7~ RAF o =5
ZAToTz. HB2EIZBWTE, T X (Al G@hiEl) " A—7 0 X ThH L7,
O Mg @2 BT DB, T VTR D ATReEr 5. £7-, EEL7- Mg
Be Al GenEETORNCZER E#EA L, BT DR H 5. o T, RET
%, B Mg @05 Tl ZAAIZIRILZ2 WK 22T 5720, T Avgd s
—REATICER L. 61T, BBAEOBILZERIT 5720, Bl AVOEE#E
BETH XV THpE L7eBeORmFESG LT ETFTe—/ L THIEL T, Mg/Al 7 7 v R

MafliEds L& L.

3. 2 BB L OB

3.2. 1 EBHE

ARFEFBRTIIEH L= Mg B@I3RENRT A T A MM G2 THDHAZIID THD.
AZIID I THEN M EMERLEWERELZ AT 2 Mg 6@ THY, BUE, Z<Dv 1y
U LGSO BB ELSNIZEL A DA N TH LD, AZIID O U T v N Odlfisk
WERAIRBIZ 24U, Mg B@OFEREN I VBEITESS bDEBEIBILD. AKFERT
X L7z Al 541% AS052 Th D, ASOS2 ITmWIHEMEZ AT 5 Al A& THY, &
NI E A LT d. I5F, BEIEO R7T0R Ry MIBWTEBEIC)Z 0 H
INTND Al GETH L. AZIID I LT AS052 DZENEN DL S) % Table 3.1

R, F T, ENENOGEIEAR A Figure 3.1 IZ7R-7.
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Table 3.1 Chemical compositions of the AZ91D and A5052 alloys [mass%]|
Materials Mg Al Si Fe Cu Mn Zn Cr
AZ91D Rest 9 0.05 0.002 0.01 0.3 1 -

A5052 2.5 Rest 0.09 0.14 0.01 0.01 - 0.25

800
750 A5052

700 AZ91D
650
600
550
500
450
400
350

300 1 1 1 1 1
0 5 10 15 20 25 30

Temperature [°C]

Times [min]

Figure 3.1 Cooling curves of A5052 and AZ91D at room temperature

3.2.2 ERFGE

INETANRRT v 7iE (Hue—/1E) 12X 5 ALSi f Al 5@ AZ31 G40
RIE BT 2 MERIEH 508, B AS052 0@ Al EH O AZ9ID OH o — Likikic
2RI E 0 Ao RERTIIET, Mg/Al 7 7 v MO EER A
[ZH e — LRI X D AS052 B LN AZ9ID Okt 2 a4 5. /-, fiEsniz
WM DRSS Z~A 7 v A—2—THIEL, HIE LIRS OFHR R 5 E-)z Hn
T, A5052 3B LN AZIID OREEHZFHH Lz, e — k2 K 5 8E IR o X
% Figure 3.1 |2/ 904, FEERGF% Table 3.2 (27”9, Figure 3.1 [ZR-7 L 9 I Ml X

IVINDTEG DS 1 — VI8l L T\ D R S & GelE fREE, SR L7280y o — W28 L C
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WDHER DR S & HIERRE L ERR LTz, HGREITHMNOBSGOIRE TH Y, Hikih
X AV TOWGOIREZ R LTS, S AVNIZED LT2EEOREDPET L
WE ST, BRERE AR ORFRIRE IS/ D L O ICHEGREEZ A —/\—k — MZ
5°CE L7, Wu—/WEIZ L D7 T v R OFREERTII Mg 4 & Al 5@ a 5
HOREZBET D Z ERNNETH 72720, B — LRI L %S FE5 CI3iEmlih

(FMl ) o HmEHOEBRFROIREZNE L=, 3725 Figure 3.2 1T~ 7
LI A RICBIDEEZFN L. ZORET 2 FEOSREZ2HEET DRI THle
— /L ChEE L 7SR OEAmORE L IFIEFR U ThoTe. £z, Ea— il @i
M ORI TR LRI U CTh o 7o, REBRTHEM LW e — /1% v 2 & —3kimdk
B2l 2 TV RWew, gD n — VEREIREZ R T 27290, v —/LRHD B I

B DIREZETHEL TS,

<4—— C(Casting direction

Solidification layer Q
d %

Molten metal

B

Figure 3.2 Schematic diagram of single-roll casting!®¥
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Table 3.2 Experimental conditions of the single-roll casting for AZ91D and A5052 alloys

Materials AZ91D A5052

Solidus temperature [°C] 430 607
Liquidus temperature [°C] 595 649
Pouring temperature [°C] 600 654
Solidification length [mm] 50

Cooling length [mm] 50

Roll speed [m/min] 6-36

K= : (3-1)
Nz

K : EBREEEEEL, mm/min®S
d: Ho—/WETELNZHRMOES, mm
L : EEEFEEE, m

v B—/VEEE, m/min

RIGEREIEEIC LD Mg/Al 7 7 v R ofbE T 1+ 2O % Figure 3.3 1O/
J°. Figure 3.3 {ORT X H1Z, Tl A VOEEG BIXLIc#E Lizoble, il X
IV DF G A EAZZ Fle — L CiE L7c @B oRmEICHES LT, L Fr—/ Ll THEET
L. ZORER, Mg &L Al 8T HEAT OB THERL OBEMAEIT S Z L2 TE

2.

Mg/Al 7 7 v KM OS5 % Table 3.3 1R T. o — LgFEFEBROMEENS, m—
JVIEERE DS 12m/min 2825 &, WEICKIET o —/LEHEOREN/ NS Db L
Nbhhotz., 2T, AFERTIX, MgAl 7 7 v R o) SEICE JIEd o — L8

DEBEFIR D720, 17— )VEHE D 6~12m/min OFFH CTHEERBREZITV, 5 TIE
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EEZIHAEOEBIIONTORAT Lz, 70, FEBREEEEEUE, MEMEEE R O i
BEOW & b e — /BRI L D8RR E R CEE AW Z & &L, WL 50mm &
L7z, FEBRCIEn — X v v 71X Smm & L. 7235, SFe72 E OB /3 — T A 134
VUTEEMEE L, REEGYORIK L DT, RIEERTIL SFe 72 E QPR 77 /83— A
EEA L TRV, £72, Mg A41E, 0.5mass% D 7 T v 7 A Z VAR K OSBRI TS
ML, AEERRE T RHCHIR OGO R ZIC IR Z T ST, Z ORMERIRIL, TRF
L7- Mg A4 &L B/ OB N EEET 2 DEE, BMZB<IENTES. Mg
BEEELT OHNTE, ZORBMEEARENGREL THESE L TWD. AERTIT,
T RV THREE S E T OREIZ Fl Zvs b EERE R 2 BT LiAA&, Fe—
JUTCERE LT )R & B RN BT D D & T TV A0, TR DI GEEEIEE TIE,

FLZEBREE T CAMREIE 21T > TV 5. RIETIE, IN—HRAZEHETIZA MY v 7O

e

APEIA N ERRPICMZ D ZENTED.

AAFZETIE, TR XVOEE B & BRIl XVOiEE A L0 bAelciE S8 5,
ET577y SO 7Ty FERIIRG)IORT. £72, 3% B ORI TERE BEEE £ 721

H—/VEHETHIET 2 Z & & T 5.
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Figure 3.3 Schematic showing the cladding processes of Mg/Al using a horizontal twin-roll
caster (1. crucible; 2. molten metal A; 3. molten metal B; 4. upper nozzle, 5. lower nozzle; 6.
upper solidification length; 7. cooling length; 8. solidification length; 9. upper roll; 10. lower

roll; 11. clad strip)

Table 3.3 Casting conditions for the Mg/Al clad strips using twin-roll caster

Materials AZ91D A5052
Pouring temperature [°C] 600 654
Pouring sequence [upper nozzle/lower nozzle] A5052/A7Z91D, AZ91D/A5052
Upper solidification length [mm] 50, 100
Solidification length [mm] 50
Cooling length [mm] 50
Roll gap [mm] 5
Roll speed [m/min] 6-12

Roll surface temperature [°C] 22

Clad rat _ Roll gap — Thickness of molten metal B (3-2)
acd Tatio= Thickness of molten metal B
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3.3 EBRERBLUEBE

3.3. 1 Ho— Wk K 2 EREEEROEH

B — WEIZ X 2 EROEREMN S, AZIID & AS052 %@t T 5 Z b0,
BEEE OV S 2~ A 7 m A— 2 —THRIE UEBREEE ER A2 FH Uiz, v —/ L
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—VEEEORBIT L VEETH DD, v VEEEN 12m/min & X D ERGAFT
X, WESE B OREBORE S, BXU7 7y RILOKBENES THDHZ L &2HEL
7o, WEREREE O TR & EEE g OJE S OREfR % Figure 3.4(b)IZ 7. 226, AZIID &

AS5052 OEBREEE EHITFF I 62mm/min®? & 34mm/min®’ & FHH L7-.

Ho—/ WA X 58EFRTIE, ERIFFZEEBILT 22 EARETHL. T740b5
FEERBAMERE O G RN —E DR SITE LR WIEER ) AVNOEGEPR % IR L
2 &T, HgFER O OBRIEN W, TREBE) —THLIBMPHBEND0 D
T o, EEROREERHI, SFBRIFHE & R 5 &, HA/hsv. flziE, v—/LdlE
23 6m/min D56y, HEE U2 PG IR & #hiE 0 — A BHRNICIR D W RET S &,
U ] IRp ) L LB [ BERE S0mm T 0.5s 72D, TRDbEEGIIr —/v & it 25 & BEET

WZHEEE LTV D, 2D Z &8, Wa— DB HBEENRRKE W Lo N> TS,
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Figure 3.4 (a) Relationship between the roll speed and solidification layer thickness; (b)
relationship between the square root of the solidification time and the thickness of the

solidification layer

B —/EIZ K% A5052 36 KON AZIID $d& F2ERIC IS 1T 5 v — /L JEEEE O 12m/min O
BAED A SEBLOB HOEEZE{L% Figure 3.5 12~87. A SSOIEERIERER NS, AZ91D
DORHERE T 491°C~520°CTH Y, A5052 DR AR ITHI 600°C~626°CTH D = &)
bhrolz. TNENOBERABHEE & g U, @RERmEITHEERETH 7272, 2

TR R AR ORI D 2 2 2IITEHIT 2 2 E N TE R I FHll S zii

e

o3z EEE LTHEM L., £z, BFEERTIZRT 5 B ROIREIHIHO 22°C
D 30°CIZ EF- L7z, Rl B OIRE LT 2 &, ZOREAEDRETIEYETE D
(EENSVD, B VRERE N EF KR TH D56 OIRELGIT, AR R & AT

ZHOWTTPHIFETH 5.
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Figure 3.5 Temperature at points A and B versus time at roll speed of 12m/min

3.3.2 7 7 v FMOREICKITT v —VERE & EBFIEOLE

Sip B n— NV EEE RS XL FIRO B2 MR T 2720 DFEROH K% Table 3.4
(R RHIOEGTFIETIE, Al ZVICELE O @A B AS052 21 L, T, X
TR ORATE AZOID Z7EE L=, ZOREE, v— UEEE LR, FTr—
JVTCHEIE LTz AZ9ID ICTRRMN AT 5 2 L ¥ S iz, —fFle LT, m—/LJE#
JE 9m/min DA O FEEREE R4 Figure 3.6 12753, Figure 3.6 705, A5052/AZ91D 7 7
R0 Bl e — VBRI X R A 72 R EIREZ 7R L2 b 00, Tl —/L & OEfilimI2 1%
M2 R 64172, AS052/AZ91D 7 7 v R O#FE S O SEiil 1%, AS052 O#FE e

LTH AZIID lDORIENFIHETH 5 Z & D3R T E 7223, AS052 A3 EE[E L 7= AZ91D @
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FHIREICEASSILL D LT DERIC, THlD AZIID NHEM L CREA L, RO
REWNAELT TN D, REFRTIT AZIID A AS052 #:6T HBMCIFsin — L LD Al &
&~ 2 FHOBREE BE T DMEMENE LD Z & Loz, AS052 O EAIFRIEE X
AZ91D DIFABFHRE L b <, BT AS052 25 AZIID llARET 5. AZIID A3
A5052 7 BRI 2 B gL —73, @il — LRI DB R LR — L0 HRE WY

AITIE, AZOID IFEERE L7e\ . ZOf5EE, Figure 3.6 (28T X ) 72 FIRMEBL R N RAE L

ebDLEZDBND.

Table 3.4 Experimental results under different roll speeds and pouring sequences

Pouring Sequence Roll speed [m/min]
[Upper Nozzle/Lower Nozzle] 6 9 12
AS5052/AZ91D X X X
AZ91D/A5052 X A X

X: bad, A: not good.

(@) (b)

<—— Casting direction <—— Casting direction

o TR == 100 mm : " S :
Upper roll side Lower roll side

Figure 3.6 Surfaces of the A5052/AZ91D clad strips at a roll speed of 9 m/min

BB v — VR E T L7Z AZ91D/AS052 b O K HIRAE % Figure 3.7 127
AZ91D/A5052 7 Z v N D b — L8l (AZ91D M) 121X, = —/LJEHE 6m/min T
ZHEDY v N~ —7 LETORARBIEHE RO, Z ORARIEMITREIEIC L &
GIZRET H 2 ENTE . v— VERE % 9m/min X° 12m/min (2 EIF5 &Y v 7L~

— 73k LEAIREEIZ B AT, SEiBIC o7~ LL, AZ9ID/AS052 7 T v RMOT

36



v — LB (A5052 ) OIRFEICIZ  —/VEEN K E S BT L2 L RNbho Tz
0 —/LEHEE Y 6m/min DAL, AZ9IID/AS052 7 7w KD A5052 D KHE 31
AZ9ID ThH Y, AS052 1T, 77 v 7 b@lEsiniz. v —/VEHE 9m/min D5E
I%, AZ9ID/AS052 7 7 > R¥f D AS052 liFI 5\ Al Rt~ Lcb DD, 75 v K
MoF &>y O ICeRIEGDPAHEE L Tz, £72, v—/LERE 12m/min
DA TIL AZIID/AS052 7 7~ KA D AS052 N EHEEBIRA Y CRbhl-. & 5IZ,
Mg &4 & Al &408 7 ZAVINES CEEER I L T 2720, 6 m II3ER Mg &4,

Al-Mg @ BRbEY, E7213WmT DRAWIHEGE T /2.

2 —/VIEEEE 12m/min O%ETIEZ 7y RO T r— Ll KREWREMR A 61
7o, Wa— /WEIC X A#fEERTIL, o Bl e TMIloRERZENENL ETOr—L
HREICE S, BWEBNAIRE TH - 1200 2078, KEREIZIEGF TH o720, K
1 —/VEFEM ORI E T Or— L biEWE 2 AT, REEETho7o. 2D L &,
bt O I O REEE TR0 1%, R RIKIRESRSCE&BALE W e — /L DOET) TR Y H
Eh, Mg/Al 7 7 v RMORBIBICIHNIAALTE E B2 6N 5. IREW OB DO X
Z Figure 3.8 (/R T. #EGREORD LIRS REETIIEBIAMIE, MO THOE
FIZRNE L TR La X7 Ol 2 0r T —ORICER Lc. ZIVDNEET T#%IZE

RENTZT-ERDIEEH THL LD EEELT-.
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<2 6 m/min 9 m/min 12 m/min

Upper
Roll side
Intermetallic co
A5052 < @
Lower
Roll side

Figure 3.7 Surface of the AZ91D/A5052 strips cast using the second pouring sequence with
different roll speeds

Casting direction  pycessive amounts of liqu
metal or metal mixtures.

The large size of these

. . Roller conveyor
intermetallic compounds

Figure 3.8 Schematic diagram of intermetallic compound output

B2 D v — )V JE R EE DO EBRGAE TG DR T & Figure 3.9 12”7, = — LR
BWEATIE, Mg aded Al BE80RERBOEANRKE ML, Al G40 EEE
DIEHBDEEIM L7272, T/ ZAANHEL, Al Be0kEELZ A L—X (25| x4 2

ENTERL Ipodz, 2D, AIEEDO T —EUMERE LTV, —J, Mg&
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BOBRERBOEARNE LT Z LT, THRMASOETNRBE L. Zofd, Tl X
JNZBIT D Al BEORENREE L 72 0, Figure3.7 (6m/min) (IR T EBFERO L 91T
otz Fiz, n— AV EEENEWGS, BEEES XD L, BRmciE, -
Xy v I N—ETHIUL, Mg &@ L Al GeOHEE FUmE I3 HEEEIRED Mg &4 &
Al BEDEWE Tl S D . AT, #EOBEOREAERTHY, = RLF—N
B <, R IEHCEE N EL 70D, 2072, Mg & Al O EIEHBGEBI S IEF IR, 4
BREUEAMOERMEE SN D & TR L, —F, o —/WEIC X B8RS EBRE R D,
PEAATD AS052 DR MERLIX 600°CUL ETH D Z MR LTS, £, B, XL
N AZ9ID IHIRERIETH v, G RiE D AZIID MOIREIL AZIID DURFAMRE

(595°C) TH Y, HEAFEHOYEEHREILS595°CL Y EmL< o TWA.

ZoLEE, Ry Mg &RGB L OERRIELEMITREKEDE £, ETe—ro
JENZE-TZ Ty FMOEBEI~T LS, &EMIZ Al BOWmEHIZIh->TZ 7y R
MO m— Vi ~FEIRAVAATE. v—) VR ENHONG A, #EaRm i £<
D BEEEMRER S Lz, D72, Mg/Al 7 7~ RO Ml — L4l 12 i

BB %< 720, Figure 3.7 (12m/min) (2R TEBRERN/EONT-HDEE XD,

(a) (b)
Mg(Solid)
Mg(Solid) Mg(Liguid)
Al(Solid) Al(Semisolid)
Al(Solid)

Low <:| Roll speed I:D High

Figure 3.9 Casting process at different roll speeds

Figure 3.7 £V, Mg/Al 7 7 v M OERmIKEIL, = —/VEHE 9m/min, 2 —/LF ¥
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v 7 5mm Tib BIFRRETH 7. &RIESMOIAEL, Wi AZ9ID & A5052 73
BEARmICBWTREICHRE SN Z ERRKRTH DL L BETEH. 23)XNTRIN
oL, m—EEEE—EL L, BREEME R T 5L, BEEIIESDENTS. B3
MBI BB A B RS 5 2 L2 K- T, SUEIC/AET DR L7 AZ9ID DA
S, BRMEEYOERLIHIT D ZERWRETH L EEZLND. 2T, WIZ M
2 — /L OEEE B A Fe )0 50mm 2> 5 100mm (ZIER L CHEBREZ1T 7=, Figure 3.10 I
e — L O EEEFEREAZ 100mm & L7z & ZD AZIID/AS052 7 T v RHM OREIRIEZ
RLTWA. Figure 3.10 X 0155472 AZ91D/AS052 7 7 v M ORIEIRREIZ &AM
RA4FTod o7, Figure 3.10 O Film — /IO FENGIE, IRGWIT AZ91D/AS052 7 Z
v ROy RO IIAFAE L T2, IBEMOFEAE LT 5720121, e ek
ERSTDHIEDAMTHD Z LR INT. 7ok, AS052 OREITFEHET, HLHW
Al GO RRER LTV e, m—/VEHE 9m/min, HEEEEEE 100mm O F2ERSAF

FCHlE L7- AZ91D/AS052 7 7 v RMONHE XL 4.9mm TH - 7=

(a) (b)

<—— Casting direction Intermetallic compounds

Upper roll side Lower roll side

Figure 3.10 Surface of AZ91D/A5052 clad strips with an upper solidification length of 100 mm

3.3. 3 WA E DR L

BRI o — L% v 2 X2 —% [W-# L7 AZ9ID/AS052 7 7~ KM oW X %

Figure 3.11 {2759, Figure 3.11(b)IL Figure 3.11(a) DA R O A FEIROJERK TH 5.
40



Figure 3.11(a)lZ" 9K 912, AZ9ID & A5052 DA RMICIL 2 >OIHSENH Y, B
BRI ZE AR 22N Z E BRI CV D H6 SH ORRIEEE OJF S 1349 lmm T,
BREIE TR O D Mg/Al 7 7 v RMOILBUEDIE S XD IEDMITRENT LK
FRENFZBT A5052 DEFEAREE 1T AZ9ID OIFARFEE LV bEni=, Mg &
Bl Al GEOEWELRELTYH, REOIREX 595°CUL BIZRken-EEThoT-.

IO, BAmICBITS Mg i & Al LROILBMEE S NT-b D EE X LS.

F£72, AZIID BOE L 2.lmm TH Y, AS052 JEOE L 1.8mm THY, 7T v K’
1349 1:1 T > 7=. Figure 3.4(a))> 5, 12— LJEEHE D 9m/min O FEERZ: T TD A5052
HEREEEE S 13 2.4mm TH D, 7 7 v B D A5052 g DJE S 1F 25% 8 LT\ 5.

UL, T A0 A5052 OFEQEEERE TR, AZIID DY & AT 2 Bl -EE[H
REBIZ 725> TV TH D . Z ON-EEENRAED A5052 DFEH O RN EERE L 7= AZ91D
DM ZBEF L7ZBRIZ, AZ9ID OHE L Eiloe—LOETFTHICLY, Fa—1Mflo
A5052 DEIPEGERIE XL VD L7z b D L B4 L7, Figure 3.12 & Table 3.5 Of5HEMN
5, BAREO “EOIRAREIE, Mg I TlE a-Mg & MgrAl, O 3R, Al <

MgisAl, & AlMg BRREEMETH L Z LB LN oT-. Fiz, REBRTHW
T2 TEHO T » F 0 TR, WEE TSR 2 R H L2y, |EDCHERA TR 5
SREELAYE TH D MgrAln g & AlMg @42 = v F 0 7 TE o T-i= iR LT

MgisAl 8 & ALMg JE8IZRATRIN TN

AZ91ID & A5052 I3 ETLEDEH BNV RN, < OMEITLFEITENEN a-Mg
e a-ALICERLTLWA. ABFZETIE, T2 Mg & Al O&5H BB L Oe R
EWOFMEICEH LT 5. Figure 3.12 (2 AZ91D/A5052 7 7 v KM OBEAFRE D SEM

i & B PR O EDS SR0HTiE R 279", SEM {6 & EDS SR o RS, HEikEix
3ITHIINTND ZERH LN T, FJBOIFHA A EDS KT Totr LTS R
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% Table 3.5 |\Z/”9. ZDOFER, AZIID HNZEVVEIT o-Mg & MgizAl, O iRk E <
HY, BAHFIX MgrAl, TH Y, AS052 lITIEVEIX ALMg, ThdH Z ERbhoTe.

Z D BRI AW DRAITHER DIFZERE R & —E L TV 5188,

AZ91D

Diffusion layer

A5052

caster; (b) microstructure of region A of the bonding interface in (a)

—
[\o]
=]

e AZ91D g-Mg + 1 | 1 A5052
AZ91D € 0 :MngllngWA[l::Al‘Mg#
= r | 1 I |
“go 1 | R
80 : ] | Al
= I 1
gé | 1
4 60 | |
£ : \
< 4 : :
20 , | Mg
: . \—
0 : 1
0 0.4 0.8 12 1.6

EPMA COMP  15.0kY S8 108pm WD11mm Distance (mm)

Figure 3.12 Microstructure and EDS analysis results on the bonding interface of the Mg/Al clad
strips: (a) SEM image; (b) EDS line scan results corresponding to (a)

Table 3.5 Results of EDS point scan analysis at different positions of the interface

corresponding to Figure 3.12(a)

Point Mg Al Possible Phase
1 90.15 9.49 a-Mg
2 66.70 33.30 a-Mg+Mg7Al2
3 56.86 43.14 Mgi7Al2
4 43.32 56.68 Al:Mg,
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3. 3. 4 BEMRRUMEE

AZ91D/A5052 7 7 v RHf OFAKHINTEE 2 i~ % 72, J7 el (SHIMADZU AGS-
10kNX) #HWTZ 7 v FEMO5ERE S X OGRS A KRR 4 EiR TT o 7.
Figure 3.13 |25 [ iR AR A 36 L OB 19RE AWl R o~k Z 7. sl g
1% 0.5mm/min TH VY, FEREBEOV > T NVEITITHD. (3-3) XEANCEHELSHRE %

B LT

peak load

3-3
bonding width x bonding length (3-3)

average bonding strength =

(@) <——— (asting direction

(b)

N
4
g

unit; mm

Figure 3.13 Dimensions of the specimens for the tensile and tensile shear tests

Figure 3.14 (2 AZ91D/A5052 27 T v M DRI TOFERBRFE 2R L TW5. JlE
FRERTIE, AZ9ID JE723 A5052 J& K 0 b JCIThkbr L, MR O O 203 0.069, S 11349
150MPa Th o7z, £7z, XGB3)EFHL, sIEREAWRER THONTMWEND, SMPa
ORISR GOz, 2 ORRE ABISNIERELE TR HND Mg/Al 77 > R

M OREEFREE K0 RN Figure 3.15 125 R AWRABRTR O#6 S oW 2 -4

43



Wit OFLRBIER OFER DS, BAELE L FERIC Al-Mg @B A I8 T30 TR
DIELTWDLZEDBHALNICH T, FH2FEIIBWT, BN Ty RS
FEIZ L - T, AMg &REMILAYIEOE 13 10um BLF OEE TlE, #4572 40MPa
UETholzZ bxbhrolz. LIER-T, Mg/Al 7 7 v RMOBEAEE 2R Exd 5
7Z90IiE, Al-Mg &BHEILEWE (Frc ALMg, & BRLAWIE DR S) AR %

THILNEETHDLHLEALND.

160
140
120
100
80
60
40
20

O 1 1 1
0 0.02 0.04 0.06 0.08

Strain

/

AZ91D layer break

Stress [MPa]

Figure 3.14 Tensile curves of AZ91D/A5052 clad strips cast by the horizontal twin roll caster

Figure 3.15 Cross-section of the bonding interface after tensile shear testing
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3.4 F &

AMFFETIE, £, o — /A X D28RERRIZE D AZID k5 LU A5052 Ok
EYEARGEL, EEEESOFHRN S AZIID I LT AS052 O FEEREEE EEk 4 K 7.
Z DGR, AZ91D I XU A5052 DEEEEH % 2 62mm/min® 35 X OF 34mm/min’®?
E L7z, WIS, 7Ty RHMOSEROBS S OREZ(b AR T 272010, Hr—L

PEIE I O O R R A 2 JE LTz,

B EREEAEIEIZ K D AZ9ID/AS052 7 7w R ORGEFER AT\, 1 — LR,
HEGFIE, BEEEREO LA L, BlRER T A —Z I ONWTHRE L7z, £ Ok
B, va— VEEE 9m/min, 72—V F ¥ v 7 Smm OFEBRSEAM T THIE 4.9mm D
AZ91D/AS052 7 7 v RMOBLENRSE BN D Z & &8 Liz. v —/VEHEIZ OV T,
Fu— o AZ9ID £V H Fr— Ul A5052 DR EIRREICHEL 525 2 L 3bh
S7-. Mg &4 % FRICREE S5 AZ9ID/AS052 (& X)V/F 7 Zn) Tix, Al &4
Ze PAUICRERE &5 A5052/AZ91D I~ TERERM 21503 <, AZ91D & A5052 O
BEARECERT 2B EWIT LMoo — L OB EIEEECHIE X 52 L 285
DT LTz, 5D 4L7 AZ9ID/AS052 27 T v R O FBMEEIC K D BIE/-E RN,
AZ91D/AS052 7 7 > KM D7 7w REMRKI 1:1 THDHZ L a2iER L7z, S 51T, EDS ##
MR L OSSN D, A REICIE a-Mg & MgsAl, O3 EFHREE, MgirAl, &8
L& L AMe, @ BFULEWMED 3 SOBEAAER L TWL Z L. %
7e#3 HivTe AZ91D/IAS052 27 F v R DB AKRBROFE RN D, 7T v 705 Al-Mg
SRECERBIRAE LT 2R LT, KEICBITHDFEROERNOIX, 77 v N
DEGTEZ W LI H72D1C, Al-Mg SEELEYIE DR LD IENLETHLH Z &

G EETEIEE L5 REGROEE TIIHEETHD 2 ENWO THRTE .
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WA R LA NN—Z - Mg/Al 7 T v FéfoldE

4.1 %=

%3 BT, BN — ¥ AY—E AT, B—/LEEE 9m/min, 7—/LX ¥
> 7" 5mm, FEERE FEEE 100mm O FEERZEA: T TR S 4.9mm D AZ91D/AS052 7 T > Fif
OEGEICHKI Lz, L LA LA REICAE U Al-Mg &R LEYEnIERICE
<, BEEMEEZZNIIEEL ol - T, AETIE, Mg/Al 7 7 v KM OBAE
EEm ESEDTZODOOESDHELE L TAYZ LA /=% W= Mg/Al 7 7 v R¥ D

WG ITHo T2,

Mg/Al 7 T » R OEETREIZIL Al-Mg &R L EWE D FEN D 5=, Al-Mg 4
BRUEAH OTERE HIHT 5 2 & BLETH 558992, W — VERERF 2 50 TP
BHIZE-T, A7 LA /=% AT B MG O g 2t T & 2 G0 H 2037,
Z T, RETIIGBEMLAEMOAERE R S, BIFRBES R ERE 4155720l A

LA R—=%HANTMgAl 7 7 v N &8s+ 2 R 21T 9 .

AR TERA L2 AT LA S—F 0 L ORGET 1= 2O % Figure 4.1 127577,
Figure4.1(a) (A7 LA /X—72 L) O, v—/L L8l L CREZRB LT-&RIEn —
VRS EFE, Jo5EE, WO 3 EIZR>T0DEEZBND. Figured.1(b) (A7 L
A=H V) OBFETIE, @0 HE HEEFERAEITOBRMIS X OEEEM TR 7 LA 3
—TREXLOND. 20, REBILEMERD TELO LAY 7y R OBES
REZ AT LAN=D0NRWEE XD BIRS TE LR H L. RERTIE, A7 LA
N D56, BEERmOREN Mg/Al 7 7 v R ORLEIZ S 2 5 EIZ OV THE

L.
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@ (b)

Semisolid
Liquid (High solid phase)
Semisolid
li
Solid Solid

Figure 4.1 Single roll casting process with scraper and without scraper

4.2 EBMEE X O ERG

ARECHA LZERMEHIE 3T LFEIL, AZIID BELUAS052 THH. £7o, #E
S OBEFZROEK Mg/Al 7 T v R ORTEIZEH 2 2 BIHET 5720, KRFEER
T, A7 VA R—%MHHL, T/ AVO@EEO B BEEEORMBLEZHET 22 & &

L.

fliE 7 1 2 % Figure 4.2 12”7, Type A I35 3 W CEH LB AGIETHD. En
— /Ul AZ9ID %5513 AS052 DF-EEFEE 2 B0 FHE L, TOEER e —/LTH
TR AR K OVEREBEM O— A2 L. 2o & &, AR m D AZ91D 35 LT A5052
DIRFEIZZ N ENEIR & EBEEIRIE TH Y, 2 DOBA OBEA BT LR EMEES T
b oHN. BfEEEHES ORIITeRREME AR LT <, TypeA Z8RMA L7227 T
R DORGEIZIS1T D WFZEH X [FIFE G 8 D A5 51 75 2 U 6698100 & J b & 4 oD R RE 2 2
BT H720, TypeB TiE, MEZTE D A7 LA 8—% Nl —/L o H AR IR E
L7z, ba—n o ) AANLEOREC X - T, BEARE & OBESEE 2D S48

b EmOARZME+T 5 Z L2 L LTHEREZITT> T D,
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ARFERTIL, Figure 420" T K ST M, XV OALEICEFEATRE/R A 7 LA 73—
ZAEE L, AZ9ID & A5052 O-kRfE-FEMEES 2 FEB T 5. EBROBIKEX % Figure 4.3
(T, EEBREIFILN 3 ECIT o - B L RITFRRICERE L7c. EBROSAF% Table4.1
R RFERTIE, Bl ZVOmED 50mm &L, Tl XOEEA 150mm THh D
AT LA N—F HBEIZEHR S5 2 LT, AZIID & AS052 O V-EEE-[E A 2 KB
HTZEERP-TND., Flo, A7 LA /N—%kE L2 FEHRIEE OB % Figure 4.4 |2
RY. AT LA R—IFTES Imm OERMUTTHEN Y & 2 2 HERCRIN A S A CHag L TE
LTV, EBRICEH L7 A7 LA 73—% Figure 4.5 (239, £ 7 EBRBHAGATIC
WL 27 LA NR—DREBE L T0IT, 27 LA SR—REITHRK BN 27 L—% %

L TEREITo TS,

(b)

Solid phase

@)

Semi-solid phase

(©)

A5052
A5052

Scraper

Figure 4.2 Schematic illustration of cladding by Twin-roll caster (a) Type A, (b) Type B
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Upper Roll

Clad strip

Lower Roll

Figure 4.3 Schematic showing the cladding processes of Mg/Al clad strips using scraper

Table 4.1 Casting conditions

Upper roll Lower roll
Materials AZ91D A5052
Pouring temperature [°C] 600 654
Nozzle width [mm] 50 150
Upper solidification length [mm] 100
Solidification length [mm] 50
Roll gap [mm)] 5
Roll speed [m/min] 9
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Heat-resistant adhesive

Heat-resistant cloth Iron sheet

Figure 4.4 Schematic diagram of scraper structure

Figure 4.5 Scraper

4.3 EBHERB L UEL

4.3.1 o —/WEIC X 2 M RERE

T RVOEEO H HEE R OREICG X D5 A7 LA R—DEBEREST D720,
Figure3.2 DR A il (R 7 LA N—=R3 G ORENI 030> T24%) 12815 A5052 DEE
— /VELEERIC BT DIREZR A G L7z, 15 O IREZLOFHIRE R % Figure 4.7 (2
Y. Figure 4.7 26, A2 LA R—ZFH LT A5052 DFREERR 21T > 7256, FHll
SROTEEITEEE L7z A5052 OFEILE DK KIEIL 589°CTH 72, ZDOIEEIT A5052

DOFEMRE LY FTHL0, RIKRBIZZIFFEHLEZ X2, E-T, A7 LA /—
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ZHWIGE, WHEOREIRE I ZHAIRLL TICREZ WETE 5 Z LR L.

(a) Type A (b) Type B

Upper roll Upper roll
emisolid AZ91D

Semisolid

589°
A5052 A5052

Figure 4.6 Temperature distribution at the bonding interface with and without scraper

Liquid
600°C~626°C —* :
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589.2°C

—— Casting temperature
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—— Surface temperature

Figure 4.7 Temperature of surface after solidification using scraper

4.3.2 7 7 v FM OREIRE

A LA A= F OV THLE S Mg/Al 7 7 » RE % Figure 4.8 10T, ~ A 7 1 A
— X =Tl L7227 T v "M OESIEH) Smm Th -7, Figured.8 /nH, b/ X)LTek
S [EF AZIID IX AS0521Z L 520 LA LTS KD ICR A%, 2D L & Figure
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8 1R & 912 AZIID B DR IEIZ R AP ER ST D. £z, BANTIEY;
L7z AZ91D OREEITEEE Lic< <, £ AV TFHNICEE->TWD. Z0%, EEE L
72 AZ91D X A5052 L5 ST, A7 LA NR—IZTINE L oo B REEMA IR Lo £ %
AZ9ID EORHLIZH L L TWD. Type B O FETHRIES N7 7 v N O RITE

3ECHIEINTZY T K (TypeA) LIZIERLETHS.

Figure 4.8 AZ91D/A5052 clad strips using scraper

4.3. 3 sl
PO R ORI ZL 2 Figure 4.9 IR, Figure4.9(a)h 6, #HAREICIZ JEBORS
JEPHER I TS, EDS RaMTIC LY, IRAE OB L, AS052 IV REJE I
Mgi7Al B LY ALMg 12 & - TRk L 7= Al-Mg &b aWig T 5. AZ9ID IZiTu>
ROJEIL o-Mg 38 KO MgirAlp (2 K - TR L 7= bk b 5. HhibiiiiE <
o-Mg D AMRIZTE L TV D DONERTE 5. Type BOFETHIESI N7 7 v RO
BEARmO~A 7 ikl Type A LIFIFRECTH -T2, Tz, AT LA RX—FVEL
DEBLRET Do, WL TS S - AZ9ID/AS052 27 7~ RE OErifn ki ik % &l

2 L7, WrmmtHfk % Figure 4.10 (27”9, Figure 4.10 225, Type B O 5L (R 7 LA /X—
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) CcRESh2 7y RMORAEOE ST Type A & Hifk L CRIEIZHD LT
5. RERTEE— VX vy v 7 %230 5Smm & L7272, Type B TD AZ9ID @DOFE X
I Type A K VEL 2ole. EHIT, BE#ENTY 7 ML, Al-Mg @ BER{bam)E
MR ECRA B AR DR S 2 JE L2 #5R % Figure4.11 1277 7. Figure4.11 IZ &
D, A7 LA NR—DOFEZHIDLT, Al-Mg &BFRALAYE OIE S 13 Rk

JBEIZEVREWZ L 2R LIz, 20BN Al-Mg &ER{LEWIE D AlMg, DTEM
L= F L F =73 MgrAly, DIFHELT R F— X0 b REpolzlzd LB 2 b,
kg L vIEn Al-Mg SR EEMREIER SN L BR L. KBOEI g5
&, Type B1E Type A XV &)@ DIEE 353 LL PR T & 72, Type B Tl& AZ91D @
A F TR EIRRE L 72 0, AS052 DA FIITEER L 72D, TypeA LITHRRY, #2
BRFOBESREITR T LTV D REMET T 256 TR OIEREE HIES 20 &
NZE ST, BREBORITIHELS Rolzb D EBE L. REBROERNL, A7 LA
R—ZfH LT- Type B DFEHEND, A7 LA NX—OFRERHL MY, BiEs R
DEEA IR DR B E Ty D& L DIk » T, BREEAEY D4R D

I CEL2ARBRTFETHL Z LR L.
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T .‘..’_’.; Pl ke
Figure 4.9 (a) Microstructure of the bonding interface of AZ91D/A5052 clad strips using a
scraper; (b) microstructure of region A of the bonding interface in (a); (¢) microstructure of

region B of the bonding interface in (b)

Figure 4.10 Cross-section of the bonding interface with different methods (a) type A; (b) type B
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Figure 4.11 Thickness of layers
4.3. 4 SRR

BEEREIZECTESBOWMIZW LN T D20, 77y RMOKREIZHK L T,
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0, HEKRRRE ORI X138 225HY ThHDH Z EBHI LT/ 572, Type A DA,

AZ91D &4 O ERRE A O S X000, WS, Type B 4, AZ9ID a0t
piRELAR R R O AE S 1 AZ9ID J8 O X L IZIEE U CTh o 7. Type A Tl AS052 &2
A L72 AZ9ID MEATH D728, A5052 O Al TLEDMES OB AZ91D A4l

EBLLT <, rLWaeBRbteamnECieEZAbND. —TF, A7 VA =%

L7254 (Type B) TiX, Al-Mg &R LAWEIZIE A5052 D S 1X Type A & o F
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DEDLR, F7o, BESNTE AZIID/AS052 7 7 v REIL B TIERW =, R
OB AT OBRIZENRT WU, BIERREBUT O A XA AT L ChliRt A KB
EATo T REBT O~HER L OB IR AWERER T OfE 1% Figure 4.14 1277, BIEEA
Wrak Bk O BB EE R & Table 4.2 1277, RS, Type B O A ITREI L
AZ91D/AS052 7 7 v RM DR OB5RE AW J11% 12.5MPa Th o 7o, BEGIRET
Type A TDOZ T v MM LT 5 &, 534%%m ELTWA. FH2ETIE, 77y Rif
DIRETEE XL 68um TH Y, HEEMEIL 40MPa THV, FIETIE, 77 v FMOD
RABESIIH Imm TH Y, BAMEIL 8MPa Thotz., 202 L LD, BWHEEE
IR LA BE S Mg/AlL 7 T v RMOBESBEIXIRAEOE S LBR3 S 0 IRE

JBESZE T LNTENL, BmOEEREELET L7 7 v FORENTEEIZRS.

T | & { ) é 300 pm :

Figure 4.12 Schematic of measurement areas for Vickers hardness test
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Figure 4.13 Vickers hardness of layers
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Figure 4.14 (a) Specimen dimensions for tensile shear test; (b) specimen under experiment

Table 4.2 Results of tensile shear test

Methods Width [mm]  Length [mm] Max. load [N] [MPa]

Type A 1223 8.15
P 15 10

Type B 1875 12.5
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4.4F L

ARETIE, A7 LANR—=2HNT, Mg el AlASOHEST 5 M — L s LR %
1Tolz. FEBTIE, A7 LA N—DRWE-FEEEE S (TypeA) &, A7 LA /N—%&5X
i L7z e E-FE MBS (TypeB) O 208G mt 2 2 OW T RE L7z, 7,
A5052 DH O — /L OFFEERNS, A7 LA NN—& W54, R L7- A5052 OF
HEREEIE AS052 DOEFERHEEIC/ > TWD Z EZFER L, A7 LA N—OF Ak
BTz, 7 LA/ — %Rl LT e E-E RS (Type B) O FEBRIC & 5 et St D #H#%
BEND, Type A & Type B CHEINTZ7 T v RMOFE OIRAEOFEMHIZFE L TH
D, 0-Mg X° MgnAl, THERK L 72 3L E, MgirAl 0 AlsMg, THERK L 72 Al-Mg &8
WLEMBCTH L EEHLMMNI LT, Fi2, AWy O SRBROFE RS Type B
DA TITEEREIECZRABE SN Type A EHEEL T, oL TFIZELD LT
DT EEMER LI, 7 LA N—RFE LT R E-[E RS (Type B) OERTH LN
RERF D5 IR AWTRBR OFE R 5, Type B THRUE S L7227 T v MM OEESRE 1T Type
A LHEZLT, 534% &M LTS Z e afEgh Lz, Lok ols, MgAl 7 F > R
MOBESBEZR ESEDLOIL, AT ADEFICL > TAY LA N—2%E
THZEDNHRNTHDLZ EEMLMIC L. Thbbh, A7 LA S—DFMENRH L
MY, RESEOEARIIIT 2R LB EEE T DNE L VITE - T, &

BEEEMDER bHIE TE 2 AR FETHL Z L amEd L.
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FIE HmB L USRORE

ARHFFETIE— TRMN T — LRSI K - T, e FREE S, WP S,
HREE-E RS D = SO R DEETTIECEL D Mg/Al 77 v R ORIET vv X2
DWTHEL, RERFER AT A—FZH BT Uiz, Kim3L o E2RBFER R 2 dh

THLEUTO®Y THS.

F1ETIE, Mg/Al 7 7 v FMOMERE FPHE AR 7 7 R ORGET ik KO

WFZesikiz OV TR~ 7=,

B2 BETE, BN e — Xy A X —FHNT, — TR 7 — LR -
[EHEEIZ K D AM100/A1050 7 7 > R ORLERR 21T > 72, REBROFRNHIL, »
—/VJEEDS 8m/min, AT OIE TR 15%LL EORETIE, REF Rz AT 52 S 6mm
LIED AMI00/A1050 7 Z v RM Z @& vfRETH D Z E 2 BN Lz, ARERT
‘Boivler 7y N oS S OMBEOBIZE )6, #6 FUm XXMk <, 2w
A~ AKX DUIMICHRIBEIRAE Lo To. £, AT OETREZEINIE5 &,
BrIERE D AM100 B DOPEH DERO AN/ <720, AMI00/A1050 7 7~ RHF DS
MBI oTc, Fio, RNTORETREZBEIMCE Y, RmoRGEORE S HE—I127k
D, W< Tp oo, RERTIE, BT OETERD 20%D5E TORGEITRbES 20
68um Tho7o. I HIT, MIHBROERG L, BEEOMAS DY MgirAl, XY
AlMg, Th 2D EHERI L 7o, REBRTH O 25 R A MR ofE 506, AM100/A1050
77y RMOBEAMRSE 40MPa LA ETHLZ &AW 6N LT, KERNLELN
PAER LY, — TR TG HESE 6mm Ll EDO Mg/Al 7 7 v R &K A Mg T
XL LR SBIE, BN e — Xy AZ—EFHWEREWRESREDO 7 7 v R
MOS0t ADAREMZ R T Z LN TE . RERTIE Al G@HD ) AV —

TR THDLH, Mg B@aEGT DB, T ZMZmin b aleetEndH 5. it T,
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T/ ANE 7 m—=ALANV N Ry JIEERATNETHL Z L b TR L.

FIFETIE, £, Ho—/WEIC X 2BEERIZE Y AZIID I LU A5052 O iEfisk
WA RREE L, HERIZCA R L AZ91D 35 X OV AS052 O FEBREEFE EL 2 Ko T-. H o
72 AZ91D I LT A5052 DEEEEMDOMEITZ N2 62mm/min®® 35 LT 34mm/min® T
Hoto. Fio, WH-PEEESICE D AZIID/IAS052 7 T v KM ORLEEBREZITWZE D
FERN G, 7—/VEHE 9m/min, 2—/LF v v 7 Smm OERGMET CTHE 4.9mm O
AZ91D/AS052 7 7 v FMOBUENFRETH D Z & &R Liz. £z, RERTIIr—L
JEMEE, Er—/L o AZ9ID KV b T e —/LHlD AS052 DRMEIRAEIZ LV HEE L
25 ZENbnoTl. E5IZ, AZ9ID/AS052 1, AS5052/AZ91D |2k~ TEFEARM & 15
R9<, AZ9ID & A5052 DEA I THEMT 2 & BF LAY IE BRI v — 1 00 e HREE
THIETE 5 2 & 2R L7, e BRI K DB ORE R A5, AZ91D/AS052 7
Ty RMDO7 Ty RHITK 111 THZ &R L. £, EDS#uirds L OESHTo
FERNDIE, BAREIZIE o-Mg & MgirAl, O35 HHRE, MgrAl, &BELAEYIE R
KOV ALMe, @ BEUEEME D 3 SOBERHER SN TWD. IHIL/bNEY 7y M
DBIIREAWREBROFE RN S, 77 v 78 Al-Mg &REbawEIcEEL Tnb 2 L
AR L. Z0ZEns, 77y FMOBEEGBREZN ESEL5720I121E, Al-Mg &8

e O N LETHH Z L 2P BN L.

AT, A7 LA RX—52HNT, Mgaa& s AlGE0EAT o LWilE ok
AZRE L, WH-FEEEES (Type A) ROYEE[E-EMES (Type B) O _H>O#iET
O RZONWTHRFI L. 9, A7 LA S—%2FE L7 A5052 OHo— Lok
B/ D, R L72 AS052 OFEIREIL AS052 OBMMIEE TH Y, HEAREOEE %
BTFEEDLIDICAT LA R=PEHTH D Z &Ml Uiz, WIC, 86 R oMk

DFERND, Type A BL O Type B THUE I N2 T v RO S OIRE 8 IXE OFEFH
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IZIFERIUH D Z L, F72 a-Mg <° MgsAly, THEAR L 72 EAhFRERE, MgiAlL, <° AlsMg,
THERL L7z Al-Mg @ BREAEYE TR SN TV Z 2B L TS, Fiz,
Type B (A7 LA /N—24&) OBE TIIEEGREIZAE CTRAEE SI1E Type A & bk
T L, FRULRICHES 2D, ZOREE, FIREAWBROM R 5L, TypeB THE
SN Ty M ORAGEE VWIS OMEIEER & e LT, 534% %M EL,
125MPa CTHHZ L a/R LT, RETIE, A7 LA NRX—ZHWT, MgA4L AlEED
BEATHH LWILE T o R 2R L, A7 LA /S—OFE)D Mg/Al H-EEE-Ei#EE

WA THLZEZMBENTILTND.

5 5 FCTIIARNIIE TR S TP IERE R 2 2560 LA L TV 5.

VLbED X5z, AFZETIE, BRI e —L %y 2 X —Z 2 Mg/Al 7 T v Rita 1
THRTHETEXL2ZLE2RL, A7 ATHDLZ EaR L. BELEZES Y 1
TRAEMNDZET, MgAL 7 T v FHMOEGE= 2 b 2 RIBIIRIR L, £ 7227288
DU Ty ROMEEERBITE HAREMNRH D Z L 2R THL THLMIZ L. K
EIX, Fm R ELEINCERT 2 2N TEHDOTHY, Mg @b Al GE&O/RIC
Ni R Zn OPREZHFALIZY LRVWEEGHETHD 2 Lb, 41%, MgAl 7 7
FHORGE 7o 2IEMENS 2 E2HF L TWD. &RICANI 28 U TR,

Mg B@DEMMULIZP L THHEIMMTE 22 L%, LDIVHLTLHHDOTHS.
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