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Interface Bonding of Copper Clad Aluminum Rods by the Direct Extrusion
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ABSTRACT

Composite material consists of more than two materials and make various kinds of composite materials by
combining different single materials. Copper clad aluminum composite material is composed of Al and Cu, and it has
already been put to practical use in Europe because of its economic benefits.

This paper presents the interface bonding according to the variation of extrusion ratio and semi-angle die by
observing the interface between Cu and Al using metal microscope. By that result, we can predict the conditions of

the interface bonding according to the extruding conditions.
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Fig. 1 Photograph of die set
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Fig. 2 Geometry and photograph of composite billets

Table 1 Extrusion conditions
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Fig. 3 Section of discards and extrusion product
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Fig. 4 literface conditions
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Fig. 5 Bonding interface condition after extrusion
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Fig.6 Not bonding interface condition after extrusion
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Fig. 7 Prediction of bonding possibility
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