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Fig. 3 Ring crushing strength of composite Fig. 4 Relation between carbon content and

specific wear rate of composite
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Fig. 2 Manufacturing procedure for composite
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Fig. 5 Relation between sliding speed and
frictional coefficient

Fig. 6 Comparison of surfsce quality after wear teat
(a) Sintered cast iron fiber (Additional carbon
: 0% ), (b) Composite material (fiber + 15 wtIC)



