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Fig. 1 Schematic diagram of joining test
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Fig. 2 The effect of tool feed speed and tool rotational

speed on Al (polishing with #80 sandpaper)/PPS joint
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Fig. 3 Cross-sectional images of the joints
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Fig. 4 Fracture surface image of the joints after tensile
shear testing
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Fig. 5 Cross-sectional images of the center of the joints
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Study on Thermal Press Joining of Light Metals and Resin

Digital Manufacturing Section; Naoki HONDA, Takafumi YAMAMOTO and
Functional Material Processing Section; Shigeki KAKIUCHI

In this study, the joining conditions of A6061 alloy and PPS, including frictional heat and press joining using a cylindrical

tool, were investigated. It was confirmed that by applying a physical anchor to the resin-contact side of the aluminum, the melted

resin could be pressed onto the aluminum due to the frictional heat and pressure from the tool. Additionally, it was observed that

the heat input to the material and the applied pressure were influenced by the tool's rotational speed and vertical feed rate, which

affected the joining conditions and altered the failure modes.
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