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AlSngSi;. s Pb, Cuy, 3Cry. 2/ steel bearing strip produced by
liquid- solid roll-bonding processing

LI Xing-gang, XU Guang-ming, LI Bao-mian, CUI Jian-zhong
(The Key Laboratory of Ministry of Education For Electromagnetic Processing of M aterials,
Northeastern University, Shenyang 110004, China)

[ Abstract] AlSngSi, sPb,Cug gCrg o/ steel bearing strip is produced by the method of liquid-solid rolkbonding. Based on the experr
ments and mathematical model, the technical parameters are determined. By the aids of bonding strength and surface quality, the op-
timized parameters (roll speed: 2.964 m/ min, casting temperature: 750 C, roll gap: 1.2 mm) are found. The metallography and
EPMA pictures show that the distributions of Sn and Si are uniform and dispersion.

[ Key words] liquid solid roltbonding; bearing strip; velocity of rolkbonding; casting temperature
(miE FBREE)



