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1.ABSTRACT

The present effort was undertaken in order to investigate the manufacturing of
aluminum based composites, reinforced by a dual intermetallic phase, AloCoz -
Ali13Co4, using a powder metallurgy route. The metal matrix was reinforced with
compositions 2, 5 and 10% vol. The manufacturing of the dual AlvCoz - Ali3Co4
powders was carried out by vacuum arc melting followed by milling to produce fine-
sized powders. The composite materials were produced by a common powder
metallurgy route, including mixing in a mortar, consolidation by cold pressing, and
sintering under vacuum at 600°C. The wear properties of the composite were
examined by dry sliding wear against an alumina counter face at 10cm/s, a load at 1N
and a distance at 1000m. Macro hardness was also assessed. Aqueous corrosion
experiments in 3.5% NaCl at 25°C were carried out in all three different
compositions. Optical microscopy and SEM-EDX analysis were used in order to
ascertain the microstructure, the sliding wear tacks and debris and the corroded
surfaces. The sliding wear phenomena were related to the microstructural features and
approached based on classic theories of Al composite wear behaviour and so was the
corrosion response of the produced materials.



2. INTRODUCTION

Aluminium Matrix Composites (AMCs) have gained intensive research interest
during the last four decades, due to their improved mechanical and physical properties
and have been considered as potential candidate materials for various, aerospace,
automotive, structural and other civil and military applications [1-5]. Especially,
AMCs have found application in the manufacture of various automotive and
aerospace, engine or structural components such as cylinder blocks, pistons, piston
insert rings, aircraft empennage, fuselage in fighter aircraft, rotary aircraft were dry
sliding wear and corrosion resistance are predominant properties [6,7].

Various production methods for AMCs have been developed within these years, with
the casting based processes being at the forefront due to the ease-to-handle operation
scheme and, most importantly, their relatively low cost. Powder metallurgy,
nevertheless, despite their relatively high cost, has attracted great attention in the
manufacture of AMCs due to the unique properties these production routes may
provide [1-5,8-12].

3. EXPERIMENTAL PROCEDURE

Appropriate amounts, determined by the Al-Co phase diagram [13], of Al (<325
mesh) and Co powders (<40 um) both by Sigma-Aldrich were weighted and mixed
targeting the composition corresponding to the AlsCo2 intermetallic phase. Small
loads (5g) of the mixture were mechanically pressed under 300 bar to form coupons
that there were arc melted in an arc melting furnace (VAM) using W electrode at
120A current using Ar as protecting atmosphere. The resulting droplets were crushed
and subjected to planetary ball milling for 10 minutes with the presence of alcohol.
The resulting powder was dried and then mixed with appropriate amount of Al
powder in order to produce 2, 5 and 10 vol.% in AlsCo> composite materials
respectively. Coupons of approximately 5g were formed by mechanical pressing
under 250 bar and subjected to free sintering for 9h at 600°C under Ar atmosphere.

Specimens were metallographically prepared and examined under optical microscope
(Leica 4000DM) and SEM-EDX (Jeol 6510 LV, x-Act Oxford Instruments). Sliding
wear experiments were conducted using a CSM ball on disk tribometer, with 6mm
Al2Os3 ball as the counter-body, at 10 cm/s linear speed, Smm rotation diameter, 20Hz
acquisition time, 1N externally applied load and 1 km as overall sliding distance. The
tests were interrupted every 200m for weighting the samples and record the resulting
mass loss. Wear tracks and debris were also examined with SEM-EDX. Hardness
measurements were conducted using a Universal Hardness Tester 700M by
Innovatest.



Aqueous corrosion experiments were conducted in properly prepared samples using a
Gill AC galvanostat by ACM Instruments, within a 3.5% NaCl solution, using an Ag/
AgCl/ 3.5 KCI reference electrode. The experiments were conducted keeping the
solution pH at 7, at scanning rate of 10mV/min within the range of 1000 to 1500 mV
after having ascertained the rest potential for 2h.

4. RESULTS AND DISCUSSION

4.1 MICROSTRUCTURAL OBSERVATIONS

Figure 1 shows a panoramic view of the precursor Al-Co powder after vacuum arc
melting and milling. It can be observed that the powder size lies within the range of
approximately 1-50 pm. In the same Figure 1, the XRD analysis of the Al-Co
intermetallic powder shows the existence of the AloCo2 phase — as expected form the
initial targeted composition — along with the presence of Al and Ali3Co4. A possible
solidification sequence for the precursor Al-Co powder may be as follows: (a) The
high temperature achieved during arc melting ensures entire melting of the raw
materials, (b) According to the Al-Co phase diagram, at ~1100°C, Al:Co
solidification starts. At 1093°C, peritectic reaction of the Al-rich liquid with AlzCo
occurs, leading to the formation of Ali3Co4, (c) At 970°C, Ali3Cos peritectically
reacts with molten Al to form AlsCo2 and (d) However, according to the Al-Co
equilibrium phase diagram [13], the Ali3Cos4 phase should not exist at ambient
temperatures. All the same, the high cooling rates during solidification following arc
melting, do not allow for completion of the diffusion processes, and, consequently,
attainment of an equilibrium state. Hence, the Al (1) + Al13Co4 = AlgCo, peritectic reaction
cannot run into completion, allowing the Ali3Cos phase to persist. Actually, its extensive
presence at room temperature manifests the high cooling rates involved in the arc melting
process adopted. To sum up, the formation of Al;3Cos is most likely attributed to the
relatively high cooling rates during solidification after vacuum arc melting that most likely
does not permit the Al;3Co4—AloCo> transformation completion.
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Figure 1: SEM micrograph showing the shape and size of the precursor Al-Co
powder and XRD analysis showing the coexistence of both AlsCoz and Ali13Cos phases



Figure 2 presents optical micrographs of the different produced composites. It can be
observed that in all cases the microstructure is characterized by the uniform particle
distribution either in the form of isolated particles or particle clusters. The existence
of residual porosity is also evident. The microstructure of the produced materials is
presented more clearly under SEM examination, as shown in Figure 3. The cross
sections of the produced composites (Figure 3) reveal the uniform particle
distribution. It is also evident the presence of particle clusters and residual porosity
that both increase with increasing the reinforcement content. The clustering increase
is most likely associated with primary particle clusters that did not disintegrate during
the milling process.

Figure 2: Optical micrographs showing the microstructure of the final composite
materials

Figure 3: SEM images showing the cross sections of the produced materials,
enlightening further their morphological features

The increased porosity, on the other hand, maybe the result of either the observed
particle clustering (particle clusters contain voids and gaps that can evolve into
porosity upon processing) or insufficient sintering (the higher the reinforcing particles
the more obstacles for their surrounding Al grains to get into intimate contact in order
to promote and sustain effective sintering. An interesting observation concerning the
phase composition of the final composites arises from the elemental analysis on
various reinforcing particles for all the different compositions, as presented in Figure
4. It can be seen that the AI-Co ratio in most of the cases, remains constant and
practically corresponds to the AloCoz phase stoichiometry. Such observation, most
likely suggests that upon the prolonged sintering conditions (600°C for 9h) allows the
off equilibrium Ali3Cos phase to be fully transformed into AloCo2 intermetallic
compound.



4.2 SLIDING WEAR BEHAVIOUR

Figure 5 shows the volume loss as a function of the sliding distance for the different
produced composites and their corresponding wear rates along with their hardness
values. It can be observed that the wear rate is decreased with increasing the
reinforcing particle content. It is also evident that the higher the particle content the
higher the hardness value. These observations clearly verify the beneficial action of
the reinforcing phase on the sliding wear resistance. Similar conclusions have been
drawn by other researchers [17].
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Figure 4: Elemental analysis on various different reinforcing particles, reveling that
the AloCo2 phase prevails after the completion of the sintering process.

The wear resistance improvement is most likely associated with: a) the fact that
reinforcing particles support the externally applied load, restricting in such way the
intimate contact between the soft matrix and the counterbody which is responsible for
the extreme plastic deformation and the resulting degradation phenomena, b) the
provision of thermal, to the matrix stability, that postpones potential softening
phenomena that promote severe plastic deformation and c) strain hardening effect due
to particle dispersion strengthening effect that improves the matrix resistance to
plastic deformation. All these potential improvement mechanisms are also well
documented in other experimental works [14-17]. It has also to be mentioned that the
wear response of the produced materials are in line with their hardness and the classic
theory of Archard [21]: the higher the hardness the higher the wear resistance.
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Figure 5: Volume loss vs sliding distance and corresponding wear rates of the
produced materials

A panoramic view of the wear track morphology of the produced composites is
presented in Figure 6. It can be observed the characteristic “valley — hill” morphology
— a result of the strain hardening effect of the soft matrix — which Sharkar [22] has
explained in details the formation of and other research efforts also verified [17].
SEM-EDX point analysis reveals the presence of both oxide phases and cracks on the
wear track surfaces. Both these features are responsible for the initiation and the
promotion of the degradation phenomena which practically involves the development
of cracks due to plastic deformation and or thermal fatigue on the oxide layer that
eventually are promoted, expanded, bridged and lead to material loss [14-17]. The
generated upon the sliding action debris is shown in Figure 7. This debris is also
responsible for the wear phenomena especially for the slight abrasive action. It can be
observed that the debris become finer and more equiaxed with the increase of sliding
distance and the particle volume fraction. The sliding distance leads to prolonged
surface oxide phases formation, which are brittle and are continuously entrapped at
the counterfaces’ gap and gradually fragmented into fine particles. The high particle
content on the other hand increases the brittleness of the material, reducing its
plasticity and leads to the formation of finer and more equiaxed debris [21].
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Figure 7: Debris morphology as a function of the distance and the reinforcing
particle content

4.3 AQUEOUS CORROSION BEHAVIOUR

Figure 8 shows the potentiodynamic polarization curves of the different produced
materials and Figure 9 the forward polarization curves of these systems. Based on the
data of these figures it can be postulated that: a) all the produced composites show a
better behaviour to localized corrosion compared to that of the monolithic Al alloy
(breakdown potential (Eb) Al < Eb composite) with that of the 10 vol% system being
the most optimum one as far the pitting corrosion resistance is concerned b) after the
energetic corrosion of stage 1, the monolithic alloy in stage 2 shows lower current
densities compared to that of the composite materials due to the fact that the
composite systems exhibit galvanic corrosion between the Al matrix and the AloCo2
reinforcing phase and c) the steeper slopes of the composite materials in stages 3 and
4 is most likely a result of the greater extent of the mixed surface oxide phases
consisting of Al and Co.

More specifically, in the case of the composite materials, in stage 2 the energetic
corrosion is retarded due to the formation of either AloO3 surface films of hydrated
semiconducting AI(OOH) and AI(OH)3 compounds. In stage 3, between the Al matrix
and the AloCo2 reinforcement, pitting corrosion takes place and in stage 4 a pseudo-
passivation phenomenon can be observed as a result of possibly both the deposition of
oxides and hydroxides within the pit cavities and/or the formation of mixed oxide and
hydroxide phases of Al and Co. All these speculations are in agreement with previous
research efforts [19,20].

5. CONCLUSIONS

Al — AloCo, based composites were successfully produced by a powder metallurgy based
route. The particle distribution was uniform with some degree of clustering and some porosity
being observed, especially for the higher reinforcing particle concentrations.

AloCo> was identified as the only reinforcing phase due to the elimination of the primary
Ali3Co4 phase after the prolonged sintering stage.

Sliding wear resistance was increased with increasing the reinforcing particles volume
fraction as did the hardness values, verifying the classic theories of aluminum metal matrix
composites wear response. The familiar for these materials characteristic wear track
landscape was also observed.



Aqueous corrosion experiments, showed that the composite systems have a better pitting
corrosion resistance compared to that of the monolithic alloy with that of 10 vol.% reinforcing
content, being the optimum one. A galvanic cell between the Al matrix and the nobler AlyCo»
is established and passivated at higher current densities.

The high sliding wear and localized corrosion resistance of the Al - 10 vol.% (AlyCoy,
Al13Cos) constitute promising attribute for the future development of Al based composites
with even higher reinforcement compositions, taking into account the desire for low weight,
low cost of raw materials, high ductility and high fracture toughness.
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IMopaockevt] 6UVOETOV VAIKOV PETAAMKIG PN TPUS GAOVULVIOV pE
gvioyvon Al9Co2 pg v yp1)61 KOVEOUETAALOVPYIKNG 000V KoL
REAETY] TG CVUTEPLPOPAS TOVS 6€ POopa KL SwaPfpmon.
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Epyaotmpo Epappocuévne Metaiiovpyiog
TuApo pnyovikev emotiung Kol texvoroyiag vikav, Havemompo looavvivov

Hepiinyn

H mopovca epyacio acyolnbnke pe 1 obvBeon kol to yopaxtnpiopd cvvletwv
LETOAMK®OV DMKOV UATPOS OAOVLIVIOL HE EVIOYLOT OVO EVOOUETOAMK®DOV EVOCEDV
AI9C02 ko Al13Co4. Mg v péBodo NG KOVEOLETAALOVPYING TOPACKEVACTNKE TO
obvBeto VAKO og Tpels ovotdoels 2, 5 ko 10 %vol. Ta doxipa vrésmnoav eBopd
oAioOnong, 6aPpworn oe Boracowvd TEPIPAALOV Kol KOTOYPAPT TOV TIUOV TNG
HoKpooKANPOTNTAG. TENOG, €EETAGTIKOV OTO MAEKTPOVIKO LKPOGKOTIO GAPMOTG TO
ixvn @Bopdg kot to. yiypata (debris) kabmg kol ot topég ddfpwong. Ta dokipa
TOPOVGINCAY OUOIOUOPPN S106TOPE. KATAH KOG TOV VAIKOV. ATO TIG TOVOPULIKEG
QOTOYPAPIEC TOV UKPOCGKOTIOV TopaTnpNONKE N VTAPEN CLCCOUATOUATOV, LEPIKMDY
TOP®V Kal 0EEBI®V, TPAYUO OVOUEVOUEVO Y10 TI] CUYKEKPIUEVT] KOVEOUETAALOVPYIKN
000 mov ypnoonomdnke. Ta doxia pe evicyvon 2% vol ko 10%vol mapovsiocav
KOVOTIOWTIKY] TUPOGUCCOUATMON TV COUATIOIMV Kol OHOIOUOPPY], CUVEKTIKY|
LIKPOOOUT YEYOVOC OV EVVOEL TN CLUUTEPLPOPA G€ POOPA Kol 6E VOAUTIKY NEPpwon
eved eE00PAAIOE IKOVOTOMTIKEG TIHES pLakpooKANpoTnTac. A&ilel va onuelmdel 6tL pe
v ovénon TOL TMOCOGTOV EVIOYLONG OTN UATPA TOL oLVOETOL  VAIKOV,
TOPOTNPOVVIOL TEPICCOTEPO, GLGCOUATOMOTA Kot Topot. [Tapdro avtd, Adyw TNg
OLOOLOPQTaG TNG SOUNG TA POIVOUEVO OVTE dev emnpedlovy oe pueydro Babud v
emidoomn towv 600 dokiiov (2 ko 10%vol). 1o cvvbeto vAkd Al- 5%vol (AI9Co02,
Al13Co4), mapatnpndnkav onueio Ta omoio dev £Y0VV TLPOGVECOUATMOEL ETUPKADC,
T0 Oomolo OmOTEAESE OPYNTIKO Topdyovto Yoo Tnv avdmtuén tov embountdov
wot)tov Tov VAKoD. Téhog, ota mAaiclo TOL TEPAUATIKOD EVOLLPEPOVTOS, OE
pepikad oetypoto mpootédnke peiypa tohovoriov pe moAv-Bouvtadiévio kaTd TNV
dwdkacio ™ avAapeEng pe oTd)o TNV KOADTEPN TAKTWOON TOV KOVEOV KOTA TN
ovumieon. H ovykekpyévn dokun dev €iye emruyio piog Kot Ompuovpynonkoy
HEeYOADTEPQ.

GUGCOUATAONOTO KOTE T1 GUUTIEST).



