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[Symbol] [Explanation] [Unit]

CFL CFL number -

Cp Specific heat kJ/(kge°C)

d Diameter mm

f correction factor -

h Heat transfer coefficient W/(m?+°C)

1 Electric current LA

K Exhaust coefficient -

k shape factor -

L Latent Heat kJ/kg

/ length mm

M Air molecular weight g/mol

Mc Convective term Nes

M, Body force term Nes

Mp Pressure term Nes

My Viscosity term Nes

N Amount of porosity -

n Normal vector of element surface -

n Iteration -

Nu Nusselt number -

P Pressure MPa

Py Atmospheric pressure MPa

Pr Prandtl number -

R Gas constant Pal/mol°C

Ry Thermal Resistance °C/W

Re Reynolds number -

S Area m’

T Temperature °C

t time s

tg Gate thickness mm

T Liquidus temperature °C

T Solidus temperature °C

u velocity m/s

4 Volume m’

Vx Voltage kV

Vi fast velocity magnitude m/s

Vs Slow velocity magnitude m/s

Vi Element volume m>

L Volume of molten metal m’

P Dimensionless distance from the fill surface to the free -
surface

Ps Area fill factor on each face of the element -

Area rate of upstream




elements

Bs Average of area fill rates for bilateral elements on both -
sides of the plane

By Volume rate in element -

At Time steps s

A Thermal conductivity W/(me°C)

v Kinematic viscosity /s

0 Residual -

p Density ke I

1) Solid fraction -

[Superscript]

t Time -

[Subscript]

air Air -

Al Aluminium -

c Casting -

i Element number -

ig Air group number -

IS Face number or staggered grid number centered on /S -
face

Jj Element component face number -

m mold -

Mg Magnesium -

1,2 Two element numbers contained in the staggered -




o
i3
FIIUHI
Jjn
it

[Symbol] | [Explanation]
Al Alminium

Ca Calcium

Ce Cerium

La Lanthanum
Mg Magnesium
Mn Manganese

Pr Praseodymium
RE Rare earth elements
Si Silicon

Sr Strontium

Th Thorium

Y Yttrium




&K

[Table No.] | [Caption] [Page]
Table 1.1 Die casting defects 5
Table 2.1 Chemical composition of the Mg-AI-RE alloy (mass %) 14
Table 2.2 Material properties (MRI153RE) 14
Table 2.3 Convergence judgment conditions 17
Table 2.4 Simulation conditions 21
Table 2.5 SKD61 properties 21
Table 2.6 Heat transfer coefficient [W/m?°C] 21
Table 2.7 Casting conditions 26
Table 2.8 X-ray CT conditions 26
Table 2.9 X-ray CT conditions of tensile test specimen 28
Table 3.1 Casting conditions 61
Table 3.2 Simulation conditions 67
Table 3.3 Material properties (ADC12) 67
Table 3.4 Heat transfer coefficient [W/m?°C] 68
Table 3.5 Air properties 71
Table 4.1 Casting conditions 80
Table 4.2 X-ray CT conditions 82

vi




Bl

[Figure No.] | [Caption] [Page]
Fig. 1.1 Die casting configuration around mold 2
Fig. 1.2 Die casting cycle 3
Fig. 1.3 Air entrainment porosity 6
Fig. 1.4 Shrinkage porosity 6
Fig. 2.1 Solid fraction of MRI153RE 14
Fig. 2.2 Schematic diagram of the steps-type test piece 15
Fig. 2.3 Internal geometry of the metal die 15
Fig. 2.4 Convergence judgment geometry 17
Fig. 2.5 Relationship between CFL and amount of porosity 18
Fig. 2.6 Gate runner model 22
Fig. 2.7 Schematic diagram of the die casting machine 25
Fig. 2.8 Overlapping tomography 27
Fig. 2.9 Analysis method of X-ray CT 27
Fig. 2.10 Tensile test specimen 28
Fig. 2.11 X-ray CT set-up 29
Fig. 2.12 Flow of side gate 1.5 mm 31
Fig. 2.13 Flow of side gate 4.0 mm 33
Fig. 2.14 Flow of side gate 6.0 mm 35
Fig. 2.16 Relationship between porosity volume and filled time for | 36
gate thickness
Fig. 2.16 Each flow of the gate into cavity 37
Fig. 2.17 Each flow of the gate into thin part 37
Fig. 2.18 Porosity distribution in 16 mm thickness 40
Fig. 2.19 Relationship between injection velocity and porosity | 41
volume
Fig. 2.20 Relationship between injection velocity and the number of | 42
porosities
Fig. 2.21 Complex porosity shapes with a combination air 43
porosities and shrinkage porosities
Fig. 2.22 Porosity combined blow hole and shrinkage 44
Fig. 2.23 Porosities and destruction types for the plate thickness of 4 | 46
mm at the injection velocity of 2.0 m/s
Fig. 2.24 Stress-strain curve for the plate thickness of 4 mm at the | 47
injection velocity of 2.0 m/s
Fig. 2.25 Simulation result of temperature map for the plate | 47
thickness of 4 mm at the injection velocity of 2.0 m/s
Fig. 2.26 Porosities and destruction types for the plate thickness of 4 | 48
mm at the injection velocity of 5.0 m/s
Fig. 2.27 Stress-strain curve for the plate thickness of 4 mm at the | 49
injection velocity of 5.0 m/s
Fig. 2.28 Simulation result of temperature map for the plate | 49

thickness of 4 mm at the injection velocity of 5.0 m/s

vii




Fig. 2.29 Relationship between casting condition and tensile stress | 53
in 4mm

Fig. 2.30 Relationship between casting condition and Vickers | 54
hardness in 4 mm

Fig. 2.31 Surface microstructure in the injection velocity of 2.0 m/s | 55
on 4mm thickness

Fig. 2.32 Surface microstructure in the injection velocity of 5.0 m/s | 56
on 4mm thickness

Fig. 2.33 Relationship between the eutectic distance /. and the rate | 57
of eutectic aria ¢ for the plate thickness of 4 mm

Fig. 3.1 Schematic diagram of measuring temperature points | 60
(arrow tip)

Fig. 3.2 Runner temperature sensor 60

Fig. 3.3 Sensor condition 62

Fig. 3.4 X-ray transmission image of runner temperature sensor 63

Fig. 3.5 Graph of temperature against time 65

Fig. 3.6 Solid fraction vs. temperature of ADC12 65

Fig. 3.7 Time vs. temperature 66

Fig. 3.8 Geometry of sleeve simulation 67

Fig. 3.9 Setting sleeve temperature 68

Fig. 3.10 Schematic diagram of temperature measurement points on | 70
sleeve outside wall (arrow tips)

Fig. 3.11 Sleeve outside wall temperature 70

Fig. 3.12 Setting air of sleeve outside 71

Fig. 3.13 Comparison between simulation and experimental results | 72

Fig. 3.14 Time vs. temperature graph of experiment and simulation | 74

Fig. 3.15 Temperature distribution of molten metal in sleeve 75

Fig. 4.1 Heated sleeve systems 81

Fig. 4.2 Relationship between porosity volume and tensile stress | 84
affected by die temperature

Fig. 4.3 Fracture surface and microstructure 85

Fig. 4.4 Relationship between tensile testing before and after and | 87
porosity volume in die temperature of 200°C

Fig. 4.5 Typical stress-strain curve in die temperature of 200°C, | 88
tensile stress of 189.0 MPa

Fig. 4.6 Porosities and destruction types. These images show the | 89
gage length sections of the tensile testing samples using X-
ray CT

Fig. 4.7 Relationship between with length of fracture surface and | 90
Al content (a), Ca content (b)

Fig. 4.8 Relationship between die temperature and Vickers | 93
hardness

Fig. 4.9 Surface microstructure 94

viii




BIE F @

1.1 HRE=

HIERBRBEEN R E L 7 0 —X7 v I 5 BRICEBNT, ZELRE (COy)
HEOHIBIX AP OMETH L. HATHE, COBEHEDK 16%4 HEH 5 HEH
ENTEBVO, BEm ENARD LN TS, BREN EERICBW T, BEAEEORE
LB ORI TH Y, Bz, BEFREED 1% EI D EREIT 1%/
ET2LEDONTNDEY. HEROEIE DO OMEHERAED LTS, FTH
<72y h Mg) 1%, # (Fe) 7 AI= 4 (A &AM & <,
BEROEE T VA NI BEDLREDFEEZALTEY, HAPHRINL TS,
IO~ T3y AEABHEEHSOEFEIZRNT ZEDTERWENNLA HANTH
5. COHEHEDIRB OO~ 7 27 ML AR EALE G &, SFALOE -8,
7R CRBIUCAEFEFRER &4 A I A MR O WL N RO TN 5.

L1.1 FA4HhRX O

XA HA ML, EEERE (B ZRERSE~EENOEETHET 5 Z LT,
BLED 1 A 7 V%R e < B L&A TH D, Figure 1.1 124 A A NHRJED
DR Z, Fig. 1.2 IZX A A NOFFEY A 7 NVERT. XA A NOWRRILE A B A
K= U A EE ST EER & BB A AT Rl T S ATEVR, BINANTES T S 7 08t
MAY =7, FHRAV =T PSRN NEGEH LA T 70 YUy —, HHAY —7
MORIE CHDF v BT 4 ~NRGEWRT A RERD0WME1OK5. 414 A
DOHFA 7 NiX, £TH 700°CETERLTH IV T b ETHENLIEEREZSFHAY
—NCEGT D, EG SRS EESCHICETRIN A~ LiAte, BWEHPEELZOL
(AP E OB M A B . R EPR RS2 B LA mAT 5. Do TR
IRV IKT Z L CHEMOKREAFEZFEI L TS, okl T, ~HEKE
WE L, SFIBEOLNT, BOHREEEZD VA7 MO E S EORMER L
TWh., ZOZEnD, AR MIEN R 2R CREICAEEARR Y AT
LELTHENYLL TS, XA DA NTHEAINDIMENET, 7= L5608 MG
G EOBRERBREENHNLN TS, SEOLEN 787 THLIDIZHL, THAI=1
LE 2,70, HEERIZ 714 THDZ LD, TEROEWERIHEIM ) b < TIRVWRSRAS
B ~OM BRI K E S HBIRL T 5. A 7 A LI, BHARIZEBWTHER 100
TNV EAE S, EOK 90%IX BENEIL TH LY. E oM bR HEREIITEA <,
o — kAR, TR - BTRRAR, BEHER, RERE, &Eet, A, AR



—Y LUy R, TrxDEFEOHEREZATEI O TWAY, Dl EnZ
EMD, FABAMIBZ XL EHEL T DB ICBWT, BEIEORK
2 FIZx L CRVICERRL TV A,

Moving mold

Cavity

Fixed mold Sprue

Shot sleeve

Plunger

Fig. 1.1 Die casting configuration around mold
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Fig. 1.3 Air entrainment porosity
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Fig. 1.4 Shrinkage porosity
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SWTHH L. Goh-ghEaHc oV, X# CTNERRIE, FIERR, ©vb—
ARH SFRBR S L OEE B 21T o 2. S HEE o @3 LI BBk O BE L Ic
L, MEHRELMEO LR Z 7206372 ERNbhotz. £z, R - BHEIFFHNE
W, SRRSO S N Z & T, MM TH D a-Mg D RE I X7,
—J7, VIR T 2 2 & T, MEBRESCHENSRKE KT LZbD L bis.
SHHBREE 5.0 m/s TOHEMBE LML, 2.0ms DFE LY b@Eno7-. £/, FUMK
WIfIE CH AR T  OBEBSIIRIBS EHNCEEE 5252 bl olz. S
FERNHL 725 L, W ERER & OROBRERHHML, SR EI EZ S, S
B 5.0 m/s T, HET D408 & AR R BN, SRR LZ, —
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JF, STHEEEE 2.0 m/s TiX, WG OEEDNEN, T2 K74 NORENBEE L o727
B, BIEBRIMET L.

93 ETIE, XA WA N TRICE T 25 ORI T OBR Z M I g 25
=ie, AV -7 BIOT v —REOBEHEFEIE, TOVIaL—a v hiE
R L. FORERE, EEONDLT T —IZE D E TITH 100 CHIRENME T LT
WA TR CTE 2. 2, FHHRAY =T NTEGNIRERT LTS Z L &R
LTHEY, FHAV—=7ZHBWTH 1 °C/mm OREE L IFREORBBENRR S -, 2
DZLiE, YIalb—YalilioTHNPSLWI EZ2R L.

W A4BETIE, YT A VTLBRELA A MBI DROREBLHEAT -0, A
Gl E O OIRIEE TS AT TE 5L R —7 G AR L, &8IRE
It 2 SRR & REAEEE, PNERRME, EEEFLRR ORISR OV TRET L. SANRE
W EFRTDE, NavT o ORENMEISN, IEBEN ERTD 2 L AMRINE.
F7-, BIERBRE X M CT 2HC LV, Ru T 4 BB oL L D5 72
BIZXY, Red 7 BEM/EMLTWD Z ERbhrolze. &MRENES D L,
BN BE R CRISMEE DI 2 720, BITRB I NI 2 Z L nbrolz. £
72, BB LI IRPUINEAR U — T RF LB ORE 22 L, R&EICEHER R o
By N— A S ERIEHZEEZHLMNILEZ. ZOXHIZ, XA DA MEEICE
WT, BILWR U =TGR OBEANZLHBGENEN TH D 2 & & FERIICHER
THZENTET.

5T, R OERROR B LOMIEZIR 5.
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F2E RIUTRVIVLERIAHR FOSTHEENRIET SRR
ELEREEEICEYT S|RE

2.1 #

i

INETIZHA DA IGETIE, 7= heFEN5 88N x v 7 ¢ (JEHE) ~
DAY ZRIT HEERIRE L, Fv BT « NITE Z 25T SRR M & & o Bk
PEIZOVWTHREI S TE 2. To@EREME LT, WHex v 7 4 ~iRAT DRI,
T FRENPRENWE TRABZIALBHEIML, —H T — MREN/NS W EAEFEMED
ETFRHEY OFL G SR ZT ZERERENATNDLY™ W oz 37 vIi=
U LAEeRHN A I L TRAICHIREMTOA TV DR~ 72 T AE&ICE LT
(I DN G 72 £ 2% < ORTEDMSBES 2 72 OWFFEBRFE 23 A T 7R,

ARETIE, v~ 7RV LEIIBTLHHRNHEZH SNICT 5720l Btk
L= NEZORER, BIY, HHEEMHELRe T 0 ORRICOW TR LY. F
Iz, =7 XU LEEOF|RMRE L RIME 2 LSEL 22N, FHEEL
FIRTRE & R B R L OCEEMBE ORI 2 HmET 5. £7, v/ RV UV LAEE
DFENTE L7z — NES 2 BRI L > THEH L, $FEeMTRICHEM L7z,
S I PE 2 28 50 L TG DAL T SRR L XR CT SRR, S1aReER, 1 SRR,
FEEMARBIZE 21TV, OB DI BLELN 2 5t L 7 D T 775,

2.2 BWAE
2.2.1 {44

AR CHW D 8EHT Mg-AL-RE A4 (MRIIS3RE) T 5. Table 2.1°01Z[F &40
{LFMRRE T ZOMEBHIERYE~ 7 X T AER&THY, MORNOT LI =T A
(AD B Z R LS, HAv T A (Cd) LAY TF UL (Sr) (XERMER
DEEIZRIZL, LT T7—A (RE) THDH I A (Th T % (La) ILMmtEWE
ZE EEETWAHD, Table 2.2 (2 MRIIS3RE Ot %, Fig. 2.1 (ZI6E - [EAH R %
At R E D, WHREEZ TR 2 LT, Al AR X 5 REEi 25|
FEZFTENRRTENSD.

Figure 2.2CNZRER T OFREZRT. ZORIKIL, EH%E 4, 8, 12, 16 mm DE:ff
PGB TH Y, BEERET XA FE— A LR 5. £z, BTV D & R,
BORHAZ S S0 & FES, BEERRIT 2 b B R34 A A A L O RV & 16 5 191
KELTEY, ESICL2EREE | DORECEEICBIZETE 5. Figure 2.3%013 4 A
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A MINORKIERZFELTEBY, TAME—R WO EXFYET 4, AU =775
XY ET A ETORBET v —, T =Xy T 4 ORI ES—F, Fx b
T A NDZEZIR TR 2 =7 X b LIRS, T —RIRIIRERN R T 78, =7~
¥ MEIRAE TR CH D AUE 12 mm 35 KOV 16 mm ORI SRR E L7-.

Table 2.1 Chemical composition of the Mg-Al-RE alloy (mass %)®”

Al Th Ca Sr Ce | Mn | La Pr Si Y Mg
8.51 | 2.26 |>0.42| 0.22 | 0.14 | 0.11 {0.079]0.045]0.027 | 0.020 | Bal.

Table 2.2 Material properties (MRI153RE)

Density pme [kg/m3] 1798
Specific heat cpmg [kI/(kge°C)] 1.013
Thermal conductivity Amg [W/(me°C)] 87.165
Latent Heat Lm,g [kJ/kg] 309.45
Kinematic viscosity v [mz/s] 1.630x10°
Liquidus temperature 7img [°C] 605
Solidus temperature Tsmg [°C] 468

Lo f T Ciauidus |
: temperature
s 087 . 605°C
g i :
'§ 0.6 ¢ i
= C I
= 047 : \
s " Solidus \
0.2 : i temperature !
; . 468°C \
0 1 1 N N 1 1 1 1 1 1 1 \
400 500 600

Temperature 7' [°C]

Fig. 2.1 Solid fraction of MRI153RE
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200

(a) Front view (b) Side view

Fig. 2.2 Schematic diagram of the steps-type test piece®”

Vent
Cavity
Gate
Runner

Fig. 2.3 Internal geometry of the metal die®”



2.2.2 ZRnOxECHENX

BAEMATICIE, v I 2L —va Y7 hU =7 O JSCAST? % Hvic. EHEE
WITIFEDHIERER T, R L SRTERORE I & 1:2 & Lo, BIEMNTFEIT
EREAEDEEZRHVTWS . 2L, SRS REB/NERIZHEIL, FERIZ HE)
VHEBG 2 BEREH R X 520 RAE LTRBLTHFETHD. B ED
ENRIEROGEICT — T —RBHENELRE LR D. ﬁﬂﬁ{uuﬁi VIR M= = F
ViR E L, WO BT ERET S, EE R E LT, @D & Navier-Stokes
R, mxrX—HREAZzHWTEY, EEESALRX 2.1, X22, X232EnE

R

AtZ(ﬁSSnu,;Af) = v,(BE+at — Bt.) 2.1)
t+At ot
pVis = V“z‘gu uis) _ M¢ + My + My + My (2.2)
ApepVByT)e = At{Q’ci + Z(pcp,[?SSnu)i. (5 —12 } (2.3)
C—)C B
Y il iy o AL T (24)

ZIT, At BALAT v, B BIRMIOEREAEHE, S miE, n: BREOER
VAN TR 7 D BRIETE, By ¢ BRNOEETWE, p: BE, vV, BEHEK
FEH, M : i, MV *Miiﬁ, My : EJJH, Mp : JEJJHH, cp @ BN, 2 BVRIER,
Rt : BMKHL, T :{EE, B : MMMEROEREAMEO LY, FIRAT i BHEKE,
j: gﬁ@ﬁ%ﬁlﬁﬁﬁ, IS : EWRSELILE IS PO LT HRAEH— FEERS, |,
2: AT — FERIZEEND 2OOEZEH, c: 8, m: B THS. BHEXRER
L VOF % Fv e, VOF L TIRE RN OERFE A B2 Z T, BREROKMmIZI T
éﬁﬁi‘ﬁ?ﬁﬁ% Bs & FEimm £V B R E TOERITCIERE g 2 ER L, HBERmEHED
HEE#ESEEOHAD ZRDTWVD

2.2.3 INEHIE
Figure 2.4 (ZWNHHITEET V%, Table 2.3 [ZFHESGMFZ T, IAHRHE L LTAHAR Y
T A E T D701, KAEFHE RS Z 4000, 10000 [B12, UNHFAFEZ 1.0x107,

1.0x10°(Z, CFL¥t% 0.2, 0.5 &3 & L7=. Figure2.5 ’W%#Nm@tbiﬂzr# IS
R LT, IEFFERE, [HERE, CFL i3 ohn LT &Rk, Fav
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T 4 EAED 0.3~0.7 mm OHFIPH T, FRFICBWVDTRE 2T TRV, 0.8,
0.9 mm TIIHA 20%IE ETERZEN R TEND. ZOMEMIE CFLERIC K E <{RFFL T
W5, KX TlE, Aev 7 BERICHT LR T BPAR ERYEZRLEZ, K
HEEEEIER 10000, UXHFEZE 1.0x107°, CFL%% 0.2 ZERM L7=.

Overflow

Cavity

Gate

Runner

Fig. 2.4 Convergence judgment geometry

Table 2.3 Convergence judgment conditions

Software JSCAST ver.17
Fluid MRI153RE
Die SKD61
Injection velocity v [m/s] 0.3—=2.0
Pressure p [MPa] 80
Temperature 7' [°C] 630
Kinetic viscosity v [m?/s] 1.6x10°°
Mesh size / [mm] 1.0
Iteration ny 4000, 10000
Residual § 1.0x10*, 1.0x10°°
CFL 0.2,0.5

17



1200 ) ) ) ) ) ) ) ) ) _4I ) ) ) ) )
Iteration 4000, residual 1.0x10 ,

IOOO-CFLOS .,

[ Iteration 4000, residual 1.0x10 ,
FCFL 0.2 P
800 L ®Iteration 10000, residual 1.0x10
| CFL 0.5 .
Iteration 10000, residual 1.0x10 ,
[CFL 0.2

400 | P ‘ .
200 | //./ -

03 04 05 06 07 08 09

600

Amount of porosity N

Diameter d [mm]

Fig. 2.5 Relationship between CFL and amount of porosity

2.2.4 BEDHEARE

REDE TG IR TH oI/, BEREREZZ 2 5 L Q[UBDOREINEGIZE
ZDEBIVINEEZLND., ZDRD, X BT A NOZEKRENITERL, &E
LIEHIND F v BT 1 NOZERIEN 2 KUK DR FRADN G RD, WEHOHHRREIZ
ERTAEREIELE TS, Fv T A NOZELIZE L TIERORENEY St &1 5
(54), (55)

(1) ¥¥Y b7 A NTOHADOENZ BT 5.
Q) F¥ET A NOZEKITHBRAETHS.
(B) F¥YET A NDOED &I ZEREROET), BE, REIXZ -ETHD.

LEDIEND, Fx BT 4 NOZEKUIEMIERAE & LT, BEERFIFRAO LD
272 %.
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(2.5)

t+Aty s t+At
piy VA~ pp
s L Z(nSu%pE/m

% 7 4 HRAE T ORI,

D 2T, ugpy
BRI N—THTHR

M 22K, FIRTg

¥ BT PR IC R T
7.
7z, BRBETKEORESEADLUAXTRSND.
M
Pig" = g Py (2.6)

BELTD.
IN=T 4 T ORI
ZER DY L T

ZIZTC, M:ZERS5FE, R EXREH, P28, Pig :

&4w2%®%é #&t74wﬁhi~/% MLHLEY,
BRENDHEHEND. =T R M bANINER SN D F Y ET A ND
Fr BT 4 EABEDEN ALV RXTRHEIND LIETS.

(2.7)

uz-/l-Telt = K(Pit;At = Py)

2T, Uy BEXOHEE, K HERELREL, Py : AMAIET) (RAXUE) TH5H.
TRy NNERD ZE R Z{’L%/\‘—?/TTX% PN THDH ERETH L, Hexfk
izt s.

dZ
=/ 32kpvl 2.8)

T, f: MIERRE, k: TIRERER, v  WE OB TH S, ks, =T b
EREdDOHE SREL TV 5.

OWrEEZ & S,
Q252K (2.6), QNERAT L ERAD L DT D.
M t+Aty t+At
Pig Vgt = pigV,
RT e & Z(SK(P”‘” ~ Po)ply), (2.9)

JENEMEETDE, ALV FENROLND.
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M V't+At M V't+At V't
¢ M Vig t+at _ _ M Vig Jig ¢
{Z(SKplg)j 77 (Fio RT ac To T Pis (210)
]

2.2.5 fEHTEN

Table 24NN SME 277, @R EHI G4 T RSO B4R SKD61 & L7z,
COMFEITFA DA MHASRE L THAPTROZfEDILT WS, Table 2.5 12
SKD61 O#piAfi%, Table 2.6 (2 Y;, A%, BRENZIITKT D EBMREREE R~
Ay alIF— FOR/NEHS 0.5 mm DEARERE L, ETAERBDT 4 L T
TEBDRNCT b T Ay affi Lz, FHEFEHTIT T oYy —% 2 BRFFICHRED D %
z U CHfiATe 2 BepEi i & U7z, R3S T &0 W5~ D 22508 & A B 7% e/ NRIZ 4T
X, EIESTHIC L0 EREE CHREE ) NS, B e eI EREIES. K
AR, KEH 03 m/s T, @ 20m/is & 50mis & L7z, w7 32T AA8481F, T
=T LAEEBITHARTHED /NS WIZDEEE LOT V. 20720, @ s X7
NI=ZULAEEFANANDEELY bHSRE L., 70 Py —HEYYER ¥
AT, T —REEBETT DT IVRER 39.6%FFE L. YA AT v
IFREE 2% T L &L, FHREETRIAZFESE 99% & L. ZAUIFERE 100%E Tt
HIEDERBTDRREEND DO, RHEE TR, $FEENE T0MPalixiz. =
DR, MEOBENIEN L DL T 5. ZEXEZIALEITEICHRZ b0 e
T5., AvvaPh A RED /NS ot BREZRIINERE (v—h) LLTAYY
2 EBETS. ~—HFA v at A XU EOEKEZICRVIAENDL Z L1TH D
0, v —AETEBPFEEG LREL 2D Z L3, EHEET 680 )C—E L L, HHHA
U—T7NTOREZITENEDOLE Lz, 77 Ly MIT 7R R T R& MK
L L7 Figure 2.6 7 — k52 F—DEF LT, 7— MIEREMAHHER 1.5,
4.0, 6.0, 16 mm O 4 /3% —2FFE LT, 7 — NEH 1.5~6.0 mm |LFEFHERFITIUNT
7— NOBREDHBHIARSG THLZ ENORELE. 7 — FNEA 16 mm (XF ¥ T «
A — Wi CTOWANZ T D72 OIZ5%E LTz
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Table 2.4 Simulation conditions®®

Fluid MRI153RE
Mold SKD61
Injection Slow vs [m/s] 0.3
velocity Fast vr [m/s] 2.0,5.0
Casting pressure P [MPa] 70
Temperature 7 [°C] 680
Kinematic viscosity v [m?/s] 1.6x10°
Thickness of gate 7, [mm] 1.5, 4.0, 6.0,
16
Mesh size / [mm] 1.0

Table 2.5 SKD61 properties

Density pm [kg/m?] 7800
Specific heat cpm [kJ/(kge°C)] 0.544
Thermal conductivity Am [W/(me°C)] 27.214
Latent Heat L, [kJ/kg] 489.10

Table 2.6 Heat transfer coefficient [W/m?°C]

MRI153RE-SKD61 Amg-m 8372.20
MRI153RE-air Amg-air 20.93
SKD61-air /Am-air 20.93
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Gate runner

16 mm

<

- Cavity
g
Gate
7 thickness
o
5
3
(a) Gate thiCkIleSS (b) Gate thiCkneSS
1.5 mm 4.0 mm
(c) Gate thickness (d) Gate thickness
6.0 mm 16 mm

Fig. 2.6 Gate runner model®”
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2.3 RERAGE

2.3.1 $EaRER

BT 2 R B — 2%, AES 3500 kKN D a— )L RF v U N—L A4 A R~
(REEHEMA B, Ds-350EX) Z AW THiEL A 7 A MhETIERI L7, Figure 2.7°°
CHA T A v ORI E, Table 2.7 BE&M 2 FNENRT. '~ NEA
T Iab—varfRELLIC60mm ERELL. FHEGETVY I 2L —va v Fk
L RIERTT, &5&MT 10 HORBRA ZERTZ. 2 b DG EESIZ 4 SOREN %
B, PNHREHI & R 21T o 7.

2.3.2 AEARA ST 4 &5HA

WERAR T 7 ¢ RN, XM CTHE (=avYVa—v g XM XTH225) %
AW, X CT DR 4E% Table 2.8 R"T. MESLMLZEET H-OIC~v= 2
L—& L DEEY 7 & ER L7z, Figure 2.8V 7 DA &2 7rd. _—AMITT 7
Ub, SEHRIIRIEAT B — L TR I TV, gl REto@EREs2Y—1c7
HI2DILT A NE—RAZBELRFEIC 4 HERTHRE L, ZHIETA ME—2 1 KT
I3 100 mm & JE A 4 ~ 16 mm DE)> B & O ZEN B T BT L E WK 55 fiF
EEADLEDZ ERREERT-DTHD. Fiz, WEMORNZIIMNT TR Z @ELT 5
TZDIZFIBAT O — VD A=Y AT, T 47 7 XA X 2000 pix x 2000 pix B4
LR BIRERT G A—T & OJEH 100 mm x 100 mm DFAFEE 72 L, TN E#RE ]
HEZRFE3R 150 dpi [ZIRGE L7z, T OFf, i rlaeZe i/ NRIEEEITA 0.3 mm THD.
CT FEEE3 CT Pro (Nikon )& W -, #REMGICITERT —F 7 7 7 FBBEEFICAT
Bii=7=%, B—hb/n— K=V FWHEZ G U=, KEMEITICIE CT fiftr Yy 7 v =7
(Volume Graphics, VG Studio MAX 3.1) Z =, RSN CTT—4Dh 77—t
A NTT L0 E—7 OO Z WK & 22 [ 085 & PE Lz, Figure 2.9%012k
Bafiht ik z g . BHPOREEHSIIMIE T, BEHSIIMIEPICHAET 5224w
L, A7 —/L3—|3E & 1.5mm %Z7~7. Figure2.9 (a)°NI CTHATY 7 b =7 OFEYHE
W72 RKEFEMT DT LT Y XLT, ZERERE L2 bDOTHD. ZOTNTY X LT
BOBRHEEZITY &, HOTHENTZLI2RARe T ¢ & UTEEMICHENS L &1
WX RWZERRARIH SN T LE 5. KiwsC Tl BEMITEE AV TZERAE R L.
Figure 2.9 (b)°21%, BMEMIATIEZ W CTEHRATHENTH T ORA RERH Lzt DT
b, ZOFIEIZEST, #T7—b AN T LOEEEZFAWTZEREZEMEICHKREL,
oo T 4 bBpd N TE. MESEL RN A X% 8 voxel & LA N
HE1T-o7-. 22T, voxel &I/ TIKOEN TH .
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2.3.3 BIREBRE L VARD ST 1 &R

Figure 2.10CVIZ5 8RBT O HEA RS, ZNENOREERT 2 FE— 2D 4 mm &
WX LT+ —4 Y=y MIL TR F 200 H L7z, SlRAE A OFATHITR
S 30 mm CHE 20 mm, AEAEERE 25 mm Th 5. REEEE L el (SEfEpTE,
AG-100 kN X plus) & T, 5I5E3#E 1 mm/min TIHHE L 7-.

FIERER T LN BIEREEICHT AR T 1 OB RFT57-H12, X CT
THEEHIZ1T 72 > 7=, Table 2.9 [Z#Rf85:1F %, Figure 2.1V Z5[5ERR% D X # CT
HMMOME A ZNFhoRT. BETEs a7 —7 Tl b, BEEY Y kiC
AR % 4 fER, AR T OMICEEATF o — LD A=Y 2872, FHUERT
I3 X BB EEREZ TS B 72D ATERD A & LTz, X SBIEEEEE I, AT J5 1
20 mm &JEA M 16 mm TH Y, HREARE/RMEFER 8.14 dpi IZRE L1z, ZORE, M
AIRE 7R e /MR BB EAR 1T 0.03 mm Th o 7-.

RBIZTIEEDELEZREE L CHER VT 4 DI K& AT RN E L, kL
RFT V4 mm EZERRL TS, 4 mm BIIGEFEN/NSSZ2VRBRLLTVE NS
RN D D,

2.3.4 EvH—REIHRE L WEEMEBEE

M SEREBRITE y U — A SERBREs (A RUEFT, AVK-A) 2 AW THIEZ{T - 7.
BE AT SRR OFATE S 9 MLV, HKE L R/ MEEZFRW - 7 ROFHE%
By —AE L Lz, EFMET S0N, EFRERIE 15 s ICRE Lz, EEERAREI
1%, BIZ2H 2#150, #500, #800, #2000 DNETRLT D HHE, BLO, NTHELZITVE
A B 720, fEERIEE 5%DF A X —10 CDc30s =y F o7 L. bz
JE A A T2 A EMEE (Nikon H, ECLIPSE L150) THIZL, By h—RfHE L DM
A e Lz, EEEESEIZE I E oI, BRI Y 7 b7 =7 Imagel % H\W TR
FHEIZ X VR %, RIS HHE T LA Z Ha L, WO mEBEELZEH L.
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Moving die

Vent

\

CaVity ~

)

7

| Fixed die
| Heating pipe

| Cooling

Sleeve

/
%

%

\

Plunger

Fig. 2.7 Schematic diagram of the die casting machine®?
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Table 2.7 Casting conditions®”

Method High-pressure die casting (HPDC)
Machine Ds-350EX
(Toyo Machinery & Metal Co., Ltd.)
Injection Slow v [m/s] 0.3
velocity Fast v» [m/s] 2.0,5.0
Casting pressure P. [MPa] 70
Pouring temperature 7, [°C] 680
Die temperature 74 [°C] 150
Gate thickness 7, [mm] 6.0
Number N 10

Table 2.8 X-ray CT conditions®?

X-ray CT equipment

XT H 225 (Nikon)

VG Studio MAX 3.1

CT analysis (Volume Graphics)
Filament Tungsten (W)
Voltage Vx [kV] 225
Electric current / [pA] 220
Exposure time ¢ [s] 1.42
Filter [mm)] Cu2.0
Resolution / [dpi] 150
Number of tomograms » 2000
Number of samples N 4
Penetrated thickness ratio 5:2
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Test piece Styrene foam

Fig. 2.8 Overlapping tomography®?

(a) Automatic analysis (b) Color histogram analysis

Fig. 2.9 Analysis method of X-ray CT®?
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m—an
N
T TR
V
20 t4

Observation area of microstructure

Fig. 2.10 Tensile test specimen®!

Table 2.9 X-ray CT conditions of tensile test specimen

X-ray CT equipment XT H 225 (Nikon)
CT analysis VG Studio MAX 3.1
(Volume Graphics)
Filament Tungsten (W)
Voltage Vi [kV] 105
Electric current /x [LA] 105
Exposure time ¢ [s] 1.0
Filter Non-filter
Resolution / [dpi] 8.14
Number of tomograms » 2000 x 2
Number of samples N 35
Penetrated thickness ratio 20 mm : 43 mm
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Styrofoam spacer 9 mm

X-ray source

i Rotational axis

Fig. 2.11 X-ray CT set-up®V
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2.4 BRBIUVEE

2.4 1 BERETRAME—RDSENIZEITE5— FEHADFZE

Figure 2.12 {Z8aih7 — § 1.5 mm OGO T2~ 7. FX@@IXF ¥ 7 4 A
B —FMREEFTERL TS, T —FEHNLDOWMINIZED F v BT ¢ i AKFT
FRDOPWARERNLZ N ERATIND. FXKGIET o F—FREETEELEL TS, 7
A4 — FICHEZELF Y ET 4 ITIRAETRINDGHNELD 7 4 Ly MBTXHER A T
LTS, b7y P INTZERITHREY D B R FFICHE SN DA R TN S.
T, WMHEINTEGR S — el T 5L E, XYy ET A NTIET TIZMALTWND
RS 2 0 L9 & 2 ICmE S ORAT 287239 3 2 5. FK(e)IIRE 12
mm @i TH EZOWNERT. FYET A MARFLD v 7 0 PROFEIIIE
DTV, BRE 8 mmE ARG EITBIE NI/ > TV D, ZhET7 vy —D7 4 1
v NP FEINTZZ L THFY ET A B~OF L L AR LIZZ EnB 2 6
L. Elo RIS D SIREEG A E R LT Z L TIRAD =R L X =R REE
R, = THEBIMGERGEN DR X VX —HEPNNS LS RollewlE & %
HIVS. RIB@IZT TRESOEGENFR IV EITL, FY 7 ¢ BMmICEmRLAS
P R RAPEIVAT AR 703 L CTHEUL S . FRI(e)IZ T THRIE 4 mm, 8 mm DJEIZTIE
S, BRE 12 mm, 16 mm (ZFFRENGFIELTHND I ENATRNLD. ZhidF v v
T 4 dmm TR T DA DR RADHRNUBEEL TV D EBE2 LS. FKEITF
¥ BT o SRR AT
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Velocity magnitude [m/s]

— W I Wb o =

(a) Into cavity (b) Fast shot (c) Flow in 12 mm
(0.124 5) (0.129 s) (0.132's5)

(d) Flowin4mm (e) Filling cavity (f) Filling end
(0.135 5) (0.145 s) (0.155 )

Fig.2.12 Flow of side gate 1.5 mm
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Figure 2.13 (27— MEHA 4.0 mm OERN O 2777, FK@IEF ¥ BT 1 AN
HRHHED Y B2 FTERL TS, F— MNEA 4.0mm 1% 1.5mm 2k, JRHEIPHIC
MNTWD. ZUEF — MTHAEDNIA 2o 7072®, FX ET A ITIMA LT 2o
T2 EICERNT S, £, 74— RNIBERELI Y T 4 ICMAET RSN DGNEL
D74y MBTZELRE N v 7 LTV AEFA RTINS . RROb) TIEHES -
BN T TICF ¥ BT 4 AL T IREG 2 Uik 7203 %% 5. [F(c)T
IHE 8 mm HEARFIZS e T2 > TV D, ZE 7 — MEA 1.5 mm & [FIERI,
TUF—=DT7 4 Ly MEIBRFHEEINTZZ L THEY BT 4 MER~OFF LH L AL,
F 2 PRI E A & AREIRG N E S L & TR O T R X — RN RE L L,
— CHESIHSER G EN DR 2R VX —BRNNE L o lefediZ e B2 bbb,
[FE(d)TiX, 77— MNEA 1.5mm L8720, GNP OORETY ¥ ©F ¢ Bl
R DM R CEND. [FHXE)L Y, HE8mm, 12mm, 16 mm DNEIZFTIE 15
BRPDHERTE D, BE 4mm &R0 FRALFEEIND. ZIHIFRE 4mm 5112
B DR S R RADFEILDN FIHAFRILTND Z ENFEL WD, RKOITF v
BT FRli R A T
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Velocity magnitude [m/s]

(a) Into cavity (b) Fast shot (c) Flow in 8 mm
(0.126 s) (0.130 s) (0.136 s)

(d) Flow in 4 mm (e) Filling in cavity (f) Filling end

(0.140 s) (0.143 s) (0.158 s)
Fig. 2.13 Flow of side gate 4.0 mm
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Figure 2.14 (27— MEH 6.0 mm OO 27779, FK@IEF ¥ BT 1 AN
SR HEEG D X ETERL TS, F— FNEL 6.0 mm L7 — MBrEfEA A< 72 o
722 LT LS5mm, 4.0 mm ZHRAEHICF Y ET o NIRALTWS, £, F— NE
5 6.0 mm IO — FNE LR THR Y T A MAENHEA O T7 4 — RTREIND
w70, FIKOG)TIET o —EET NS 7 0 by MG LH STV 58k
FTHRATEND. 7ok, 74 Ly MBOZERIZTEWHIMEED Z LB HHETE 5. X
¥ ET A NTHE, EESNTZBEEGNT v —NICIMEL TR 2 L LN 5
MALTEY, 6mmEDST— MTHLZLRGEEINF Y ET A ~A> TIN5,
TTICHF Y ET 4 ~RAL T IREGI IR LI SN AR R TEND.
[ B (c) TIFARIE 8 mm AR S e LER DL AT L TH ¥ B F ¢ Liml 22
LTHBYY— ME15mm, 40mm OFERE RS, [FK(d) THRE 12mm, 16 mm 73
PO RESINDERTF PR TE, Zb s — MNE LS mm, 4.0 mm OF5E & B2 555
RER L. FR@E)ITF ¥ 7 ¢ Bl zm7.
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Velocity magnitude [m/s]
O-I R |

30

l - -

(a) Into cavity (b) Fast shot (c) Flow in 4 mm
(0.125 5) (0.133 s) (0.142's)

(d) Filling cavity (e) Filling end
(0.147 s) (0.159 s)
Fig.2.14 Flow of side gate 6.0 mm

35



Figure 2.15 (27— NEZICEB D F v BT WO T AEFE & REKEH OB 2 =7,
FX LY 7 — FEBNRE L RDHICHONT, HAFETEDT 2 ERRTERLS.
T — NEH BN S R DIZONTRERFFMNBDT 52 LR A TEND. 20
LMD — NERIIKT D 0 AR & FRERERIE RS K OBRTH L Z L b
L. BEWHEZIE, F— FEENRIRD L EFEZALENEZ DI ENEZD.
Figure 2.16 {27 — FEA 1.5 mm & 6 mm (2B T 5 ¥ ¥ 7 4 MARFOER T ZR7. [A
MLV, = NEANRKELRDHIZONT, For T —TOBVWERDTXYET 11Z
MALTWDHZ ENRRTEND. ZHET — MaENIAS RoTole®, Fx BT 41C
MALRLT K oz Z EICERT S, 72720, B 16 mm (TR0 5% TR
BT E 720 AR X OVEABEEN & HIc k& < 2o 7. Figure 2.17 127 — FNER
1.5 mm & 6 mm (BT HERE OGN ERT. FXELY, 7F— NEAIN NS WGE
FMHE ORI, 7 — MNEHPREWGEITFR RO HHL 72D 2 &0 /LTI
NnNo. ZHE, BROIZFYy BT 4 ~SRALTIRERGEE 7S — MO EIC K57
—FHEMED 2 SOBERNEE LI LB LND. AIE LA BIREPMEERG & # Lt
TERIZ, MAEDD R =X F—HEDO/NE L 2 EMIZTEILT < 2o 7ol
TEEXLND. FEBEIL, F— MIOVEPNREWZIERVEGHEZ, BRkeL
TV —BREEINCTLRY, Fr T llHT~OHEEEZHBS I ENTEE
D ThdEBXI. 77— FBREWGE, &0 o\EirPbial{ky, 7 —ToDH
WIRF Y BT A MDD RT K Rolz e EZILND.

16 0.111
14t " 0.110
sy 0100 =
N K -
g 10 10.108 o
g 8 k=
S 10107 =
S 6l 2
z | | =
£ 4| 0.106 =
52| 0.105

0 0.104

6 mm

Gate thickness /
Fig. 2.15 Relationship between porosity volume and filled time for gate thickness
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Velocity magnitude [m/s] Velocity magnitude [m/s]
oM >0 ONEEN N30

(a) 1.5 mm gate (b) 6.0 mm gate
Fig. 2.16 Each flow of the gate into cavity

Velocity magnitude [m/s] Velocity magnitude [m/s]

oM T 40 oM (3o

(a) 4.0 mm gate (b) 6.0 mm gate

Fig. 2.17 Each flow of the gate into thin part
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2.4.2 FHFEEAREFT RO T+ BELEBRAOZE

Figure 2.18CZHRE 16 mm OWNIBKRIaDIER Z2nd . P ORAE T~ 7%
A&k, BOWSEFRa T 0 Z/RLTW5D. Figure 2.18 (2)°0 X 0, HHHEHE 2.0
m/s [ EETBAIZIEN > 25T MR Z < FCHlLS. —J5 T Fig 2.18 (0L 0, FhHiEEE
5.0 m/s [TERIRDZEL B EIAALRNEL A THRND. 25 OEWEY — MBiRIFOF
REEEMHEEICEE L TWDEEXLND. HITRE D, 7F— NEENHEL 7
HEXYET A IMARCHEZRERY, 7 — MIBHOERETALRIIERT L2
ERMBITNDIED - Figure 2.18 (D) B R TEND K 1T, 5.0 m/s OEEEH
WCBWTHERROBRSE N SR ENTZEWZ D, —FHT, FHEE 2.0 m/s D5 1) H
m%ﬁﬁ%ﬂ“ﬁbfwézkﬂ%%éﬂk.:hiﬁﬁﬁ%’t&fﬁﬁL%ﬁL
<EEE LT, JEJMsHEN BT TN o 7o DT T RN REBIC A LT &5
i%hé(&), (64)

Figure 2.19°012, HHHE LR e o7  (KEOEGRERT. KFPoO7 o v h3 X
CT fiRATiE 5, X7my%ﬁy:;v—ya/ﬁ%%rbfwé PR TG
2.0m/s, FREIIHHIEE 5.0m/s &K LT\ 5. F7z, Fig 220002, FHEE LR v
T ABOBBRERT. NPhoO7my M X # CT SRS, +72y MIvialb
—va fERERL TS, ZNHLORERENG, FHEHENELS bl THRRr Y
TARHENEM L, L LARRL, CTHITERE VI 2L —va UERAEERT,
RaTrT A RBEERa T A BTNV ENRS S Z ERRTEND. FHHEEE 2.0 m/s
TlE, ¥ ab—3a URERD CT MRS R D 20%~50%C, SHHEE 5.0 m/s TlE
2 L— 3 URERD CT NTHE R D 10%~30% & D72 & dbino Tz,

INHDZEEFLEDHE, VIal—Ta BT ARE T 3L, X CT
T Z D bR T A BEEIRS KD, £, Auei T o HEZL< T 2EMIZH
HEWRD., ZOZENE, XBMCTHITEY S 2 —ra TSN DEZRa T 4D
ERNBIR DD EEZ OND. EEOHY TITEM R OR e T 1 BE 4 17
35, ZOWL OO F% Fig 22150rk3. FX (@), (b), (©)CUTBWT, A7 —
NN XENZEI 015 pm, 0.2 um, 03 um Z/RLTCW5S. ZNENDRa T 1 % F
TW< &, Fig 221 @QCUNIADRTHFAEDOEIC/R>TWD XK 9722, Fig 2.21 (b)V1LR
BOX D72, Fig 221 )°PNIKREZRFEEZHLODANDOL IR L, 2=—7RRE L
TW5. XHCTHTr CE OB AR o T IR, & & BEEIGHE OMAA
FTHERSNTZHLDOTH D, Figure 2.22 IZZEREZIALB LT HOMAE DS 572
N TT &R T. THTEREEIARR AL L CRESTPEZ 726D TH D
EEBEZDLH. ZOXOZ, RevT [ TEHEENHAED IS T SES TOH L WE O
Wb 5.

—hHT, YIalb—Tar Tl ERIEZIAARE Ay V20 b/~ —T1—



LT, FORRIFEEKE LTWE., ~— I —ITHELCHEKEZE L TR W
DR TT 4 BT L., Fz, Gy I ab—3 3V TIEERDBEZIALD
HERLTEY, BEIHEIC K D51 T ROFETRIAZITA TR ENERTH S.
FHTBRIIARKARIBIRTH Y, IRIEZALBICHRTRERERE LD, RIER
TIE, STHUEEE 2.0 m/s IZBWTCHIITRENBEBEI LD, Y Ial—valréd
KMGEFEDZEN LV IENR -T2 B ZBND. SHOFHEY I 2 L— 3 TiEsIT R
EEETHIENEETHD.
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P

(a) Shrinkage porosities at the injection velocity of 2.0

(b) Spherical porosities at the injection velocity of 5.0 m/s

Fig. 2.18 Porosity distribution in 16 mm thickness®?
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80 T T
- | o X-ray CT -

- | X Simulation -

60 I -

40 F -

Porosity volume ¥, [mm°]

20 -

0 1 1
2.0 5.0
Injection velocity v> [m/s]

Fig. 2.19 Relationship between injection velocity and porosity volume®?
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3000 I T
L | O X-ray CT + Simulation -
2500 m
= L -
= 2000 | -
8
35 = -
a
Gy
° 1500 -
(D]
el
E o -
z
1000 -
500 = -
0 1 1
2.0 5.0

Injection velocity v> [m/s]
Fig. 2.20 Relationship between injection velocity and the number of porosities®”
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0.2 mm
=

0.3 mm

-

Fig. 2.21 Complex porosity shapes with a combination air porosities and
shrinkage porosities: (a) like back-to-back, (b) like a dinosaur, (c) like a big
head®?
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1.5 mm

=

Fig. 2.22 Porosity combined blow hole and shrinkage
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2.4.3 5IRFBRICH T HBEMELARD kil

Figure 2.23 V2§ HHE 2.0 m/s (2851 5 4 mm Bk i OB REZ /R d. 2 H D
K5 RS T OATH O XFRCTREREZFR L TWD. 72, Fig 2.24CV 2 HHEEE 2.0
m/s (2B D 4mm [ERER T OIS )-O0FT HRKEZ RS, o7V AFES Tmm 28 %
LR T 4 FEE 0.3 mm BLFOMONWCEEROREE O THZR D IZHET LTl Y, gk
i DOERNBIEL L. BB ORI TR X BN Z WAy ARy N CThHHA
BEMENE <, ARHT L 0 BRCRE SN2 B 2 Hd . Figure 22500284
Ralb—va VORESMATIIY 7V A OKHEICARIREARSHERTE 5. &
FE AR O @ WER AR T 7 > T 4 R mﬁ#?&?ékb FEA DT
WD A A~BE L=, T OfE, AMNITERMEARE LERNEL ELEZ. T74b
LEADORE CRITAEE, TIhORHENPBELZLEEZLND. TOD, Mo
T TN E ARG R L O E L RS BT, 7L B MM EEEIZ K 5
B7eREMiE AR CTENLD . BIZFIES T L TB U RITOMKFIZRZT 6.
L2 L2203 6, WREE A TR IRE AR E Tl L T D RITAE £ TV 5 AR
PEIZE. ZO7D51E Y X8 180 MPa LKL o7zt E 2 bbb, 7L Clid
YT A LREROALE THWT L, &R E TFHEPMAG D S o Tl s £ LT 5.
BT AR W DT I A LTV D V::V—VBV#%#E*@%ﬁTﬁWﬁ
FALLT L, BIROHDBEITFITICE DEENREVWEBZONS. IENBIWY
fEONC %Lfi%/JWA&B®¢%ﬁ%TLTkD %ﬁ&%ﬁﬁ%@ﬁ%@%%
ERLTWD. B, o7 DIV 7L B O X HITEIES RBEOAR I HER
DPATECTIE R 7 4 by MR THEE S L.

Figure 2.26CVZ 5 I 5.0 m/s I231F 5 4 mm JEiRBk T O AE%Z ~9°. F£7- Fig.
227NZH HIHE 5.0 ny/s IZ81F % 4 mm JERER ST OIS ) -OF B &2 r~3. o7
ERB L OFITAEMENZIEFR — CHEma FHThH -7, L L b, 5k 58
BIOHRIEOY A ZRBEDORNY TV FOFREL #Enlz. 70 E ITEE
0.5mm L FORENBIA ML THDDIZxF L, 70 FIRER 0.3 mm L FORENE
ENDAETIENTTHR LTS, ZNHDZ LD RBERIEMNE CTh > THHED
NGRS LN ELZ 52 TWDH T L2t Lic. £72, SHH#E 5.0 m/s Tl
20m/s £V HEEEV RS LHOREVEZ RS Z L BMETE 5. 2L Fig. 2.2860Y
WZRT vV Ialb—a VOIRESMPL R TS Lo, 7V E & F OMWrE
(IR A BL AR CIRT DN D72 N2 LR TE S, 372bb, 5lIRDRS
EHONCE LT % 5 2 25 SITROA IS TRITO A AR E W2 & 2R
LTWa., ok, %70 G, HIZ7 4 Ly MCHEESN AR TH L. o7
JV GUEERE 0.5 mm LA EOHEMNRS 7V F ERERICE BB FIhid Tofi LTwn
L. BT HITSEAMNZE A ETFELRY. 2B D Z LD, MRIIS3RE D5
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D RRER A IIARALE, IRV MBSO R W & OB EIZRICEEIN D T L AV

RTET.
Porosity diameter [mm]

0.1 T W10
) i) |
. P 5 mm
- 5 mm A | .
(© R Y A )
5 mm = ~ Smm
— 3 —

Fig. 2.23 Porosities and destruction types for the plate thickness of 4 mm at the
injection velocity of 2.0 m/s: (a) sample A, (b) sample B, (¢) sample C, (d) sample D.
These images show the gage length sections of the tensile testing samples using X-

ray CT. D
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250 T T L T T L T T T T T L T T
200 [ y
§ . §
o 150 [ I
2 : B ]
o ! -
£ 100
o i i

50 | A |

O 1 'l L 1 1 1 L 1 L 1 1
0.05 0.10 0.15
Strain ¢

Fig. 2.24 Stress-strain curve for the plate thickness of 4 mm at the
injection velocity of 2.0 m/s®!

Fracture surface of Temperature

sample A and C

. 630°C
!

600°C

Fracture surface L

of sample B

Fig. 2.25 Simulation result of temperature map for the plate thickness of 4
mm at the injection velocity of 2.0 m/s®!
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Porosity diameter [mm]

0.1 b B

|
|

Fig. 2.26 Porosities and destruction types for the plate thickness of 4 mm at the
injection velocity of 5.0 m/s: (a) sample E, (b) sample F, (¢) sample G, (d) sample H.
These images show the gage length sections of the tensile testing samples using X-
ray CTGD
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250 . : . : .
200 -
g
S 150 . il
¢
‘i‘{g ol
Z 100 i
H
50 -
1
0 0.05 0.10 0.15

Strain ¢

Fig. 2.27 Stress-strain curve for the plate thickness of 4 mm at the
injection velocity of 5.0 m/s®!

Fracture surface of
sample E and F Temperature

I 630°C

600°C

Fig. 2.28 Simulation result of temperature map for the plate thickness of
4 mm at the injection velocity of 5.0 m/s®V
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2.4.4 5IRBEELREFEICHT 2HHEEDEE & EREBBBOER

Figure 2.29CZARE 4 mm OFHHBEE & 519ER S ORIfR 2”3, MFOEGAOUH T
2y NI 2.0m/s &, FROMNA T 7y MISHEHE 5.0ms R L TW5. Hi
W 2.0m/s IZHATS5.0m/s DA, SliRBENmM ET22 s, I o2& /ha<lAi
52 ENATHEILD. Figure 2.30CZHE 4 mm O S HIGEE & © b — A S OBHR %
R lFoF Ly a0 LET ey RBRBEERAOE y h—Rl S %, FO=AT
2y LMoy I—AHIERL, TT—N"—TZNENOE Y I —AHEID
R RMEE B/IMEZR L TWAD. FHHEE 2.0m/s ([T S5.0m/s DA, B v — Al
ERMELTEY, BEMEFELMOEINELL LTI ENATEND. HH
HE2.0m/s DYy B — A S T, BEEME EOMITHVAREDZENTFET D, —JF
T, HHEHE S.0m/s TIXHVILL FTH o7z, 2 b ORERIE, BB ORI
INTEHLDOTHS.

Figure 2.31°%, Fig. 2.32C0ZHE 4mm OEEEFHRZ ~T. KNP O AWED 28 a-
Mg, BB EEMHEZ R LTS, A7 —/L3—(X 50 um TH 5. Figure 2.31 (a),
OGCVE Y, HHHGEE 2.0 m/s ITHLK 72 P]E a-Mg £ 302102 2 A0 23 Bk o BUIRIZERL Y
PHEckE 2 TR T& 5. £72, Fig 232 (a), (1)L 0, HHEHE 5.0 m/s IZBWTH )
b o-Mg % H AR A3 ik o BRI E Y FHT e & [FIRFIZ, FIEEINERIC S ET D48 6 7T
LD, FHHEENPRRKREWGAE, SREGZ X v 7 0 BFE~ElOHITEEOY
HTENTE, R & AR E S, BN AERK S NG DK E 28
flCELEBEZXDOND. ZORE, SWVBIRIBS & By I — A6 S O 72 E Ak
Loz, —HT, STHEERELS 725 LA DR 2, #i o-Mg DRl
DEATZZEN IRz 5. FHHEE 2.0 m/s DEBERIIE S PN LTWSET KT A4 k
WOMKBRAE B ZHBILE SN, ZOMKRRHBICEV SRR B IO Y 1 —2X
BINKESIKTLIZEEZOND. EOMIES—FD&HDE TH D IRBIN R B L
WZENEZLND. 20728, WENMEIEE TRV EEE S ENT-T-Z & T,
PR RIENHIAE L7z EB 2 oND. EDZ &G, SWEHEEIZT 5 2 & Th

AR IC RV BIERE L By —AE X 2 M ESE 5 2 ERMRTEZ. 20
ZEIE, BIEREL E oy I — RS NR T T 4 (RIS TREERRR IR < R A
2D ENRIEE N

Figure 2.33CD|2 36 JL B R & SR ORfRZ /R, HBEONT v v NI
20m/s &, FROMMAT vy MIFHEE SOms 7ry &, B OS5I 7ry b
IR A, AkE o7 my MPELMAEZZRENLRL TN, ZREho 7 7y b
FEEEZRL, =7 == IR K ERDOEBELZ T, RIXED, HEAmERX
ZIEI 40~50%DHFFHICINE > TWD Z ENRTHIND. —FH T, AR
R X OB & - SO 2 BAE 252 T D, SHHEEE 5.0 m/s o Sdd BREE X

50



B ERAR & S SIS 7~10 pm TYMEA 8.4 um & 8.6 um TH D DX L, HHHHE
2.0 m/s TIEFEEMC 8.1~12.0 um CTE¥IE 10.4 um, ST 104~13.6 pm TEHE
12.0 pm & FENC L D EBNFEICHNT-. 2T, BEEHERE R O EIR 23 % HLEE (2
HELTWDEOEEZEZLND. MARENRKRENWGS, BEIREERMAE 22D
#%@&E%’@%W@ﬁ%%b@%%@ﬁfbt@W_Am#ﬂ&émt RAET
LA & E O FH NN T D5 RB I NN L. — 5T, HHEHE 2.0 m/s D5
M, %MﬁFSOmmkwmfl& LRI AR <FEE, HILIET v RT4 MRITZHK
Bl 70 RI74 MEBRIZZ TORRICERL S, ZOESICEERERIND.
7 EOHARITIR SN T & R EBIAN D5 REEME T Lz, Fiz, HH#
FE 2.0 m/s OFEEANTFE SR & S HEE 5.0 m/s ORIED EH 5 OFPHIZH 2> T
L. ZAUTBERLELS OIRESESBIELDER L TWD EEX 6D, HHIEE 2.0 m/s
IR 5.0 m/s & HE TR R B L ONEEESE S N E <, BEH T 15 0 i AR
BLOREARDFESLOIC/2 D, ZHUS K0 FHHERE 2.0 m/s O OFE T XERE 732
NT U RI7A4 MRENREZE L 7vo7-. ILICHEEMITIE, 6 mm/ES — F)hbiiiiud
FOHUE 4 mm~8 mm BOBEFZEICHNTEREL, FInbHFH-ERENTERENS.
Z OREBAN OB R I T OBERE & LR THEWZOBOBEENE L K& b.
ZDT%, BEBAND 7 23 AR b~ C iy B EE A B < HERRR O 9] Sk 12 722 - 72

ZORERERTH D WHEE LS HEEE O ER IS BB EOEINCEEIR
L. HATAPMIBT LHANOROBENIELIEIREIXHE CTH 5. EEHOEWIEEILIR
FIZE > T L LanE T 5L, 7T MVEILPr=0.034 L7200 0.1 2 Flal%. 7z,
V3alb—valEiREIY, LA VA Re=1.0x10° L iro 7o, 2L, fRFESF
EIXTF— FOKDERE LT, ZZ2TH T MvE v A VAL OFEIX 10° <PrRe
<10 THHT=D, T2 Ml LA J VR E XV M Nu OBHRIZIRICERICE
FIENTED ©,

Nu = 7 + 0.025(PrRe)%8 (2.11)
VC,
pr = 22 (2.12)
A
Uod
Re = 2B (2.13)

v

ZIT, u 3T — NEEOWIIE, deld7— FOKDERTHD. KQANIZT T b
NV Pr ZRANT D EIRITHRIZ 72 5.
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Nu = 7 + 0.0017Re?8 (2.14)

FThebb, XV M NulZLA /L AE Re DADOBEBTEREND. £, Xk b
BNu (IBVRER L EBRER hDILTRT ZENTE S.

hd
Nu = = (2.15)

I TEMRER ) AL AL, RQIDTKQIHERAT DL E LA L RE Re &
BMRER h ORRAEES.

h = 5.4 x 10* + 13Re%8 (2.15)
N AT VA /W ZE Re DEINTHENEYRESR h bNT 52 2R LTNWD. §
WA Z AUE, HHEEESENT 5 2 & Ol EREmAOBBE & ML, SmEE

ERELTHZENDLND., bz End, FHHEEOHEMNEE S BBEIEIZ X -
T, EEEREAE AL SIS IRRE & R E 2 m EXEDICE 7.
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& R 4
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0 I I
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Injection velocity v [m/s]

Fig. 2.29 Relationship between casting condition and tensile stress in

4mm®©?
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80 T
Step side

A Flat side

~J
W
T
L o

Vickers hardness

70 b 3

L 1
2.0 5.0

Injection velocity vr [m/s]

Fig. 2.30 Relationship between casting condition and Vickers hardness in 4 mm®©?
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(b) Microstructure of flat side

Fig. 2.31 Surface microstructure in the injection velocity of 2.0 m/s on 4mm
thickness®?
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(b) Microstructure of flat side

Fig. 2.32 Surface microstructure in the injection velocity of 5.0 m/s on 4mm
thickness®?
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: 2.0 m/s, step side ]
55 L 2.0 m/s, flat side i
[ B 5.0 m/s, step side ’
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Fig. 2.33 Relationship between the eutectic distance /. and the rate of

eutectic aria ¢ for the plate thickness of 4 mm®©?
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2.5 #&

il

ARKETIE, 7 X VU LEEICBTHIHGMNFHEEZHONCT D7D, 7— MNE
Fr EGIAVDOEFR, 1 KOG H R KT 35| R E & Rl O R 2 8HiE L7,
FERREwm A2 LLTIORT.

. Y= FNEZZSHELIIalb—2arnbd— MEEEEIEIIALREITT —
FMERIZEHBIT D

2. GIERBRICENT, FERREBNLE ThHo TR o7  HENGIEES ST
(BT D Z Lot

3. HTHGHEEOHINMIHEY, BEEFARRASEE ISV, SIRME & R BT 5
ZEEHLMNT L.
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BIE HHRAV—TESUT—ICBITH5BHEEBTOERRY
B & UERBRES

3.1 #

i

AT, ~Z7 3 Y7 AH40 MRIIS3RE IZBWTH A A A R T fRIICHIRE S
NTOWDHERIIMNRYE TTEL ZEBHERTE. Thbb, BWEEX Y ET 1~
AT DRI, F—FHENRRKREWE T ZAEZALNEML, —FTr— MEENNS
W EAEEMEOR TG OFE(LE 5 360, F72, FHEERNRKE WS, &
B3 X OVREIRER 23 B 7o OB 7 BRI AR & 72 v, SIIRIREE & K mmfl B 25 kL7,
PLEDZ Lo, SHHGEEE & HGEE X M7 fE RS L CHuL 2. LosL7ed o
WHORBIIHEEEICE PE6T, &8, R —TREKR EELHNOEEL %
T, WG EER LR SRR I MEE Y, —HEREIC X DIREIOT 7D,
ZOZEFFANARERICBOTALSRB#H SN TITNDD, v 732U A5EILE
FAMESCEBMEICMEZ 2 TV AT DAFERENIFER IR O TV D, B/ &<
BEE LT WMo/ NS WA — F TR CIEE VA kb b TLE
5. —HTH— ML IR < BV FRESE TRNZEE A I6E > TLES . 2D &
FERRLT@FEOX A A ALY bIRAT, ~ 7K ULAEEXA A MIHEL
W ERDb0D. ThbbiEkDOFLA DA NFRTIEIIETERNI EEZRBLTE
D, BLWEEFESEZFORENNLETHS.

RETIE, #A B A M TRICE T 285 OREK T O R 2 35 iz 2572
WIZ, AV —=TBLOT I —IREOELHE, 2OV I a2 b—r g HEXRGE
L7z,

3.2 HHRYU—T &S vF—DRERRIER

3.2.1 EBRA&E

Figure 3.1 (ZIREEFHMOME 2779, WEFHRA > MIESG B &R Y —754 8 2 &
A, 7 —THs. KEBOWREFHNICIE K REENS OFRE BN AR v MR
il (v v F—, KTH-MWS, ITREAEPERNET) CTEESEL b0 AV,
7 U —EOFHNCIT Fig. 32T Ko R T o —iRER o —2 e, 2K
BB OFMRET VI =y 2RV ZF—IZ@L, RVFTEHELEZLDOTHD. =
NEBE N T2 LT o —5oMUH L e RIS A L7z, Table 3.1
IRt 2w T, AR THOWAMEIZT VI =7 5484 ADCI2 TH 5. #HALE
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T 1.16 kg, FRIREIL 670°C, 7T Vv —%D#HEIZ02m/s, &R LAY —T D
MBI SKD61 & L7=. L, 7 FUC k218 1.15s T, HH&ED 270 s 287
DL, TTUVr—E BT,

| 50

A B

Fig. 3.1 Schematic diagram of measuring temperature points (arrow tip)

Holder

Bolt

K type thermocouple

Fig. 3.2 Runner temperature sensor
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Table 3.1 Casting conditions

Method High-pressure die casting (HPDC)
Machine Ds-350EX
(Toyo Machinery & Metal Co., Ltd.)
Material ADCI12
Die &sleeve material SKD61
Weight m [kg] 1.16
Injection velocity v [m/s] 0.2
Casting pressure P [MPa] 70
Pouring temperature 7, [°C] 670
Die Temperature 74 [°C] 100
Pouring time £, [s] 1.15
Waiting time #y [s] 2.70
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3.22 S Fr—mEtUY—ICET 585

HIOHESS 2 BVE SR B CTHERR S L CWV D 7 v —iRE v —1, WIS OFih
WL THRLEY—fZBHNCTLE ) Z N THREIND. B —lZoWnWTEREIND
HIE, Fig 3.3 17T X9 ICBVEX DNREGRE 2 EMICEHITE T oHEhEns 2 &
Thd. ZOkK, BEMFERBARNY —IBRICHEM L TGS, WHIRE % EiE
WEHAITE TV D EIEEWEEW. H/o, #M L TBLT LM LFEFEORETHD
RV =X DG ~OBHDORENREIND. BENFEROME 2RI D2 &
TT U —IREZEMIZIN T D0 MR T OILERD S.

7 U —iREY Y — OBERIER & A — OB E T 572012 X R
I AZ1T > 7=, Figure 3.4 |2 oV —EHOFEEE S %2 ~T . H.JZU‘U‘/7/I/1T“61
BRIV =B EVEXEROERE T3.6mmEL TRV, /-9 712 Tl 2.8 mmEf
NTWDZLZMHER L. Yo7 1 OBENFRIE T HOTEY, o712
OBEXFBIIAITBENTOD EDODORNZ =M L TR LT, KIAGRGIEE %
FHIICETWD Z &R LTz,

- 7 |
il Hh AL
BEOL o H— trH—HbL ErH—ARSIC

i s - iE ghlf sk« —
ICiERd L F- R e

Fig. 3.3 Sensor condition
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o —RILa—

#1271 EaEE H v 7L 2 FEiRE

Fig. 3.4 X-ray transmission image of runner temperature sensor
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3.2.3 EERHER

Figure 3.5 |25 HRFOREZ( LR 2R T. FMORELEND, FA DA R~
DOBREN X A X I RFEARIND . FT, 2 s fHID T 23 CIREE A3 Wi ) 72 B3
RTEN5D. Ziux, EPBHNTWRENSHRIAZAL S L&, Bosdbdmics
FABREIRAIC L > TT T —OETIBENEK L7272 Th 5. HEAUE T
HCDTIRENEIE L2030, F£7, EHGMEE AL U & [RFFC EFE R
W%, MARALONDZE TR —THEIBEDLNDLTOTHSL. KIZ, 145
MU THEG D ORENZ2MR EFE2RLTEY, AU =T ~OEEGNMTb-Z &
Nbhnd. Z0%k, FHLORETELIC—EOREEEICBITT O ERRATENS.
X, G RABERIAE LTEWGRERBEIL TWDL Z 2R LTS, O,
FUF—HOEEL EF LTS, ZHIAV =T HN~EFEGEINT-Z LT, NEBDZE
SKBEN EH Lo ThD., 70 —HREE, 770 Yy —0B#E) & i+
BN AY —TNEXINBELN, SIS, WENRT o T—ICiETHZ & TRaHN
REFRAERLEZ. IV —BEIOK TR, T —E#IREIRESG A & RRICEDS
DOERGHE R LT

ETClRRE LD, EEGDEEE T o — IR IXFEER RS MR A <. 2,
Fig. 3.6 ({2773 ADCI12 O FE—EFH SRR KD BRI < . IRFHFREE X 0 @ik
TIHRETH Y, —EOMEEE & 705, ER A7 SEIR TR E—E A BRI,
EARAHRE 2 FE 5 & 2R ERE 20 FOR—EOREEE L o7, ek, 77
— XA TE P OEEOBBMAE L 2o TWnD. Zhik, 7 v —@ilgoEy;
ML B, WHRE L ZERIBEEZLZAICHAIL TWA bR eExon5.

7 ORI TIF NIRE CEGIRE IR TE LWE T2 R LTWS . FRCIF
WNIREEZN D 100°CIE F L THR Y, WRAEMMEE LT T b DGR E S 1T L 72 fkak
TEYETAICMALTNDZEREZOND. ZOZ LIFEBANORENCK L TK
TP L 70D 2 LRGBS 2.

X5, AV —7HEOREE, A-BM® 100 mm CTHEGAIIZHK 100°CD 728 7 CTHL
A7z, 2D 100°COREEL Fig. 3.7 W18 Y, FEBRE D O AFHA £ TORRFH T
R L7, FRFRKEY, BTHLROTZ U —OZBXKIREIZECTH L ZB IRE
THHA) 60°CEIRE EFICZ LW EfER SN, Db Z &b R Y —7IREIFE
GIZIEWIZERENE LS, BENDIZON TR 2D Z ERERTE S, 22T, &
U—7OZF—ll% 100°C L RfEH 5 2 & T, AV —7EEILK 1°C/mm DOIRFE & i
BEOBRMEN R T LT,
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Temperature 7' [°C]
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Fig. 3.5 Graph of temperature against time

Liquidus 568°C

Solidus 517°C

0 0.2

0.4 0.6 0.8 1.0
Solid fraction fS

Fig. 3.6 Solid fraction vs. temperature of ADC12
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Fig. 3.7 Time vs. temperature

3.3 EEREMBITOLLE
3.3.1 f&t A&

BEHHFEROEREZ L LICERN Y 2L —2 3 V2T, T 0= oREK
TOHERAZHHT 5. Figure 3.8 IC¥ I 2L —3a U EF V&R T. £7-, Tabled.2 IT
FRNT S 2 . BRMFILFERSEM LR TH 5. Table 3.3 12 ADC12 OWEfE %,
Table 3.4 |Z{al, @8, ZERENEIUIKH T HBUREREZ ~T. Gy Ialb—
Ya iR AHHA Y —TIREOKEE Fig. 3.9 1rT. EERER IV 1°C/mm DR
FE & BEBEDOBISRIED R STz T8, A Y — T IR AL D s B 20 mm I
L2 20°CT DWW SHTHRE LTz,
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Runner ~
o«

Pouring hole Senser

Plunger

L =

Sleeve B
Sleeve A

\\\\\

Shot sleeve

Fig. 3.8 Geometry of sleeve simulation

Table 3.2 Simulation conditions

Fluid ADCI12

Mold & sleeve SKD61
Weight m [kg] 1.16
Injection velocity v [m/s] 0.2
Casting pressure P [MPa] 70
Pouring temperature 7, [°C] 670
Mold temperature 74 [°C] 100

Sleeve temperature 7s[°C] 120-400
Pouring time ¢, [s] 1.15
Waiting time # [s] 2.70
Mesh size / [mm)] 1.0

Table 3.3 Material properties (ADC12)

Density pai [kg/m3] 2483
Specific heat cpai [kJ/(kgs°C)] 1.184
Thermal conductivity Aa; [W/(me°C)] 71.175
Latent Heat L [kJ/kg] 489.10
Kinematic viscosity vai [mz/s] 0.604x10°
Liquidus temperature 7ia1 [°C] 568
Solidus temperature 7sai1 [°C] 517
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Table 3.4 Heat transfer coefficient [W/m?°C]

ADCI12-SKD61 halim 8372.20
ADCI12-air hal-air 20.93
SKD61-air Am-air 20.93
|1 C/mm DR E
| R DBRIE A E 2

400°C s,
300°C
200°C
100°C

100 #1200

Temperature [*C]

.SD{]

I 100

300°C

Plunger

Fig. 3.9 Setting sleeve temperature
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3.3.2 R —JEDEZRDHKE

AY—THFREDOV I 2 Lb—a URERMAES D DRFT LT, WIHHEER A
— TR TEThHIFE 1B TH LORFTHEAELZIT> 7. Figure 3.10 IV I 2 L —
voa COIREFHS 2R T, BEFHILSUEES OO Inlet, EEHOMNS 50 mm D A, £
DOt B~D IZ A £ 0 B~ 100 mm HECRE L. AV I 2 b— 3 SIEGRIC
SHHETHT, FHAEBIREZRET S Z & TAY =T IRENERMBOICENLT S
PRRFT LT, EG DRI D £ TOWG OB ZZE TE 503, FEMHIC XL 2 e
1E72 E OIEEOBWIPEZAGIZEE L TR0, Figure3.111IC3 2 2 L—ya ik » T
BN IREEHREEREL OKEART. YIalb—TalilBFosRY—7
SMEOIREITFERIE LV HIKLS, F ERFEL/ NSKERINE. 2y Iab—
ary bR —THEOEREZGHERTRELTEBY, ROBENES IZITbI
L0 THD. AU —THENRZELKUITEL T DL TTREVIRE2155 2 & TIRE 2%
LT D EE X7, Figure 312 1A U — T Eil #7253 & 9 5% %, Table 3.5
2RO ZRT. 72720, FPMHEEIE 1 atm, 0°COEZXDETHDL. AV —7
DT ZERERZ AT EICRET A2 T, TNETCOEMBERECEDNIZHRE &
TEBICITWSRETHRE TE 5. EXRERITELEIRRAEL L/-. Figure 3.13 (A YV
— TR EREHFEARE LY I 2 b—3 g U R L ERE RO A R, 3
2L —3a B AU =74 E A & B OIREITERE A B IOB ORISR LA
fHrzRr L TWD. AV =TI ERER ARE L7 2 & TEREIZE S Z &R
R CE 7=, IBELAOREREGIZE A EHEN W & 2R L.
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A B C D
Fig. 3.10 Schematic diagram of temperature measurement points on sleeve outside
wall (arrow tips)

350
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5
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g
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g
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=

100 +

50 ¢

0

10 20 30 40 50 60 70 80 90 100
Time ¢ [s]

Fig. 3.11 Sleeve outside wall temperature
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Air element

Fig. 3.12 Setting air of sleeve outside

Table 3.5 Air properties

Density pai [kg/m3] 1.161
Specific heat cpai [kJ/(kg+°C)] 1.000
Thermal conductivity Aa1 [W/(m*°C)] 0.0256
Initial temperature Tair [°C] 60
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Fig. 3.13 Comparison between simulation and experimental results
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3.3.3 HIHRY—THDBZRELLD I aL—Y a3V EERBEREDLE

Figure 3.14 [ZA Y — 7 NIREZ(LOERE VI 2 b—r a YO EZ RS, [N
DFEITERERA, BRI I 2L —va v BREAeTT. £, FRITESEE 2,
FEAME A U — 78 E A DIRFEE, HRUTA Y —7 48 B OIS, e T —
BEZEL WD, ARIVEGREE RV —7HE, BXORU —TELD2EKHE
FEAGDLEDLIZETTI VT —IREABERSHETELIZ 2B L. I6lT, 7
P —BERTOERZHALNITEZOICA) —TNRGOBEEL 2R L.
Figure 3.15 IZA U =7 NG ORE M2 R~T . FRUTA Y —7 L oWz~ LT
BV, HT7—3—% 500~600°CE £ LTW5D. [FX@IZEBWVT, 0.600s TiE 640°CT
EGSNTEGIET7 o —OR Y — Tl ETEEE L TV 5. [RRIOG)OEGKT
5 1.297 s IZB W CTHE DI OIREE T 625~630°C L 10~15°CIREK FLTWD Z AR
THN5. —h5T, 72 —fITiX570~580°CL 60~70°CHLIREIL FLTEY, A
BIBEIZESWTWAZERRTEND. ESIZFEKCD T T vy v — BB IG
3347 s TiE, AU —7 2RI IRGIEE T 563~565°C & 72 0 FHRRIEE &2 Flal-> ¢
W5, EOHREIRADOT T V¥ —BEIE TR 4.697 s TlX, AV —7BLOT7 v F—
DEEGHRIEEL 562~564°CL 7T V% —BEVTIIEGIREME T LAAWnWZ & 2R L
o, UbEoZ inn, 707 —REROBREGIZA Y =T NEGNL T 7 0 Uy —BE)
ATE COMIZE LWVIRER T2 SEZTZ RN T2. ¥ BT 4 AR
(CIRFHARIEEE 2 TR0, BEESEST LA St 5 2 & CHRBh BT AN Uik
NET L2 EEBBIHBETES. 202 LiE, TAI=w LSS TIHMHER
BEORWY 72 T AREIZBWT, LAY —TWNTEHELWEBEOEITIREZ 5
EBEZLND.
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Fig. 3.14 Time vs. temperature graph of experiment and simulation
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Temperature [°C]

soo I Tl 600
A

Liquidus 568°C

(a) Pouring 0.600 s

570~580°C
(b) Pouring stop 1.297 s

(d) Plunger stop 4.697 s

Fig. 3.15 Temperature distribution of molten metal in sleeve
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3.4 & &

ARETIE, A0 A MHHTREICBIT DEGOEEIR T OBER 255tz 572
I, FHAV =BT o F—REOBEEHE, TOvIalb—va ks
MEt Lz, Soni-mia Ll FIorRd.

1. WRRFRE L T o —IRER T 100°CIE T35 2 & 2 EBRIICHER LT-.

2. WHRYV =7 2REICED 1°C/mm DIREARL N H D 2 L 2 EEBRIICHER L.

3. HHARY =TWICR T 5 ORE R 2 A L OB LM L. &
BEIR AL &~ > VBB ORAMR 2 fEfR L 7=,
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B4R R)—TNBAXZAVEBEHEREET O & 515
ELLUREEEDRL

4.1 #

i

INETIZ, 732V U LAEEOF]RME L RmMEE 42 ESH 52 &% WIS,
S HEA B & 5 | BRREE & SRR B 35 L OVBE SR AR D BALRIECO: CVA R Lz, STHHEE D
REWEA, FHEB ORI E 72 O MG 22 BEE LA & 220, FI9RMEE & K
BEEEASM B35 2 & 2B BT Uc. STHLEEE & iy & B I3 B R 22 A B 23 /L T Hu
7o, FTRIETIE, YA A MHHTEFOREEKFIZBWNT, AV —THNOE
G 77y —BEIE TICE LWIRERTARAET L2 2H NI L. B
NEHA U — 7 BERNC i U7 SIRER T2 A E Y, —HEEEIC X 2B o)
F e n. WHREEZGIET S 2 L CTHEMSAR BT 2 SR BICEEL .

AT A MIBITHROEEL, R0 ) —7 LRGOHEMMARETH S, HfihL
7B DG OIREAR TG E Y, —HEEEIC K DBV D F T & 72 20D, 2 A 4
T 5 2 & THEEMEN M BT D 2 L ITARBICEE e, BUTEEE X D BEEERR MR
SREEOMBEZ Y, WEAREEZ B RRRIEECE D52 RO 5 Z EBUETHS.

SR OB DOWTYEH S O3 SRNRFE A2 2 T-RFO~ 7 320 AL A 1 A K
ElZ BV T, BRLEEE A 200°CLL EI23 2 E®IGSREE S M L L7 LT g, R
U—TDEIZONTIE, AV —TNTHEGIRENMETT 2 Z & TEBNOWREMENE
LR TT2EEb T30 B 500 %, 2 —T NOBEGHREZFHIL,
WENERZ BT, ZORER, AV —T7FRETE TRIILT TITHEG OREE D 5 E - T
WHZEHRELTWS., ZDkHic, A —T TOBEBIREDIKTIC X 2 imEE
ITEHE LW ETEINS.

T CARMFETIE, AV —TENMEAT L2 L CHEREL, REOEVIRE TSR
NAFHTEL LD RAY =7 MEGNAFR Lz, 2V —7 R0, A,
DTN =T LEEFLA A RNTHOLRTWDA Yy A Y —73E0D L g H
A HANDE Ly b % BEREFIRIEISMEN T 2 FBM A A U — 700 D21 B by
DETZHLWEINTH S, WHMRa— AV RTF v o NN—=F A DA OFHAY
— 7T 2 2 & T IR U LEGHEMORE LTERRIE N ATREIC /2 5.

UEDZ Emn, 7R3 T LEELATNA MBI HEOEEL AT 572912,
WG EIREDORmWIRREECHEA A~ TED L) AU =T MBS AR L, &50E
BNk D01 RGREE & RmE L, PR, BEERLROBR OV TRET L2, 20
FER, BIRRFEOM & BREE BB E DI, AV — T IEG KO A IR
INT=DOTHETS.
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4.2 RERFGE

AR THWDREBR AL, BiFEE TLFEERIC MRIIS3RE TERL L 7ZBEERI T 2 kv
—ATH%. Table 41" ESRMZ 7T, FHHSME, K 0.2 m/s, &iE 5.0 m/s D
QERMEFIHHE L, YT TV —HEYIDV BRI XA I LTI ET 4 ~DOFARE L
7. TRV AEEEBITREN T 680°CICIIE S L, HF & —IRMb - B8
GO L Te A 721 L TR Y =7 IS S id . @R EIL 200, 250°CE L,
SN % B D 3 A IR & WEKZ i LS Lz, 7 — MIgTEE TOREL D,
MM HEA 6 mm TRE L. 7 — MESH 6 mm LRV, BEUZ L 57—
NAZEARET D Z ENFRETH D, WBIT AV — 7 Ll U7 B 2> S IR R T 23k
F0, —EEEEICKDIMEBIONIT LD, F2, AV — T NBEICIE AR & A7 EEE E A
2 Y =T FHENT L0 FD S B PERICEEE A NEA L, 1B 7R BEEHERR & ORISR
AR INTLE Y. ZiUL, T LB e Ins 7y 7 olREERDZ END
L. DR, WHERETL2OICAY =T OMEERAT-. Figure 41792, RV
— 7 MESF A& R7. Figure 4.1 @ IFERDE Yy hAV =7 THY, AU =T34
TR EEMAT H 0 Re— 2R EFEINTWDET, 2k, AV —7 %400
BT 272D MNEL, B —F DY 752 WM S U < W &V o T2 A
bol. ZOld, FZFLIFIAV —THE, BLY, WHEELME, RIETEDHEE
£ L7z, Figure 4.1 (b), ©)BARBTHWZRAY =7 MBS A TH 5. Figure 4.1
G)NFIAY =T OEVIZaAf VEEES, ZNCEBRERYET D & THEMNET
LHTHD. ZnE, EEAEAV—T LS FBEE LA, SREENEC LT
AN — 7 NEE & GO RNV 5 Z L 3 A[RE T 5. Figure 4.1 (¢)™ XA U —7 T
W2 — A — & ZHOIALBEENAT 55N ThHDH. vk, TR Y —7 LIS,
BEHRBAIRIZ L > TR Y =T WE D BRI TNEVS 5. 2 U — 713 iz
EOFTIHAA DA PR =T 2z, £z, FHRIERLOEHHIEICLY 2 Y —
TRENGIETE L Z 2B Lz, SNSRI E Y R Y —T NEEEZ 430°CHHY 1
nEL 7.

HRERFILRTE & FREI, BT A N —20RE4dmmZ 7 +—% 2= > ML T
I L7z, BBTIEENENOSHESRIET 20 AW 2. RRB A 2 AV CHlERER
A2 3T 2 NEBR IR Z X #t CT & (==Y U 2—3 g XM, XT H 225)
TITo72. Table4.2"9Z X # CT RO TR LA 2 7. TfRIITATE & RIS, B
7MWz, FHAIERTIES R R OFATH CTH Y, B4 E5 X ffoGmEL Y
T DT OISR A EA LN 4 BERTHRE L. 72, i LR CHEY %
B TE A K 9126 mm & 9 mm DIEVAATF 1 —/Ld A~—H 2 3Bk I H A
2. WS A—HEOIER 20 mm x 43 mm DAL B L, TA4T 7 YA R
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2000 pix x 2000 pix D BRI HIRFEAGHZ 8.14 dpi I[TPE L=, Z ORg, M AHE ek
/NRFBEASEA) 0.03 mm & 72572, CT fA%EEIT CT Pro (Nikon)Z FHWMV-. R fRIZ1T
ERT—FT 777 NPRBEEICR TN, E—bn— = 70 EZm L. K
a7 4 OFNE CT YT 7 v 7 =7 (Volume Graphics, VG Studio MAX 3.1) % H\»
7=, KMGFENT CIIEMERICHEN S LWERO I T —b A N7 T LD Rk E 3™
il 28 LTz,

SIRERBRICIZ T RER B (BERUERTR, AG-100 kN X plus) & EBHOFAHER R
FUHERAFZEETERL, DC-204Ra), BHAOEHH Y 7 F =7 (RETIZSAFZERTHRL, Visual LOG
DC-7630 Ver. 1.4) & M-, SRBRREIT=IR 25°CE L, SI3R#E X | mm/min T, H v
7 oV JEBEEE 100 Hz IZRE L7, FHIAET — 2 IIEER /A4 X 50 Hz 8-> T L
EO7D, B—NAT 4N F % 10 Hz ITREL, /A XEZWYERWZ. $FE51REE
PEIC G- 2 DB LD D212, FIERR%GORBR A 26 L T EFT 2 e
F—7TH Y AbE, HO XM CT THEEHZIT-7-.

XL, Byl — 2 SEBRE (A RE, AVK-A) ZHIWTHllELZ. ET
MIEIE S0 N, £ FRFRENIE 15 s IZERE L, WEAIMMEREIC IR LY, RKXEE K/IMEE
PR 7 R ARIEME & U7e. BEEFERRBLEE CIIBIELm 2 #150, #500, #800, #2000 OJIE
TR VW, BILONTHHEEZITo 2. WHERIY, AETHEKEE (Nikon i, BW-
S507) &AW TCHMT M E Ra Z#EL, Ra=1~14 nm RELBEE TH D Z & &k
RBLTWD., =TV TIIHEBRRE 5%DFA 2 —/L T 30 BRTTV, &5 -@ Rk
TR PMSE (Nikon B, ECLIPSE L150) CTHIZL7=. F£7=, BMrmm, MEMrm» o
10 mm, 20 mm O Wi %z = ZFH SEM (i b & & A% i85, JEOL #Y,
NeoScopeJCM-6000Plus) TH#LZ2 L, EDS (= R/LF¥— 3 X tik) Cousiabr
AToTo. 2720, W I WTRRR A B2 3 5 72 OICWF B X OVE &% U 2
WZEHAIL 72,
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Table 4.1 Casting conditions”®

Method High-pressure die casting (HPDC)
Machine Ds-350EX
(Toyo Machinery & Metal Co., Ltd.)
Injection Slow vs [m/s] 0.2
velocity Fast v [m/s] 5.0
Casting pressure P. [MPa] 70
Pouring temperature 7, [°C] 680
Die temperature 74 [°C] 200, 250

Heated sleeve systems

High-frequency induction heating,
Resistive heating

Sleeve temperature 7 [°C] 430
Cavity thickness 7. [mm] 4,8,12,16

Gate thickness #, [mm] 6.0

Number N 50
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Band heater |

(a) Hot sleeve

Coil ,

Heating element

(c) Resistive heating sleeve

Fig. 4.1 Heated sleeve systems”®
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Table 4.2 X-ray CT conditions”®

X-ray CT equipment

XT H 225 (Nikon)

CT analysis

VG Studio MAX 3.1

(Volume Graphics)
Filament Tungsten (W)

Voltage Vx [kV] 105
Electric current /x [pA] 105
Exposure time ¢ [s] 1.0

Filter Non-filter
Resolution / [dpi] 8.14

Number of tomograms n 2000 x 2
Number of samples N 35

Penetrated thickness ratio

20 mm : 43 mm
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4.3 BRBIUVEE
4.3.1 SBBEEASXIETIEREBES ERDDT 1 FEOERZ

Figure 42792, ®AWK AV — 7B 57 A FE—ADFEME &, 53R
ITHORa 7 B E OBfRZT~T. HOAWOLEOY a0y SRR E 200°CO
FERZE, BALOT 7y A 250°COREREENZEI/R LTS, 7235, KFOMRIL
WEIZA Y =T IMEG K& OTICHIE Lz 51 9RE & O EE 273700, R LD,
e T A RENENT S 2 LT, BIER S ORMERM S BTl iz, &8IE
FE 250°CD 53 200°C L D AR T 4 KN/ NE <, a%ﬁé@k%wﬁﬂﬁ#%%
AU BRI SIINE AR T ¢ EICHEIN, AT ¢ &ITSAIREICHEL B
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Fig. 4.2 Relationship between porosity volume and tensile stress affected by
die temperature’®
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Fig. 4.3 Fracture surface and microstructure’®
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HPER S ED X DRI D O E R L T <. Figure 4.6, &BEE 200°CT,
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Figure 4.7"9Z 5| 9E0ER 1 1C 755&%@0)%)& DEBENN—t v MNEEZRT.
wUL%fmy%ﬁ@@ﬁgjmmfa%ﬁé1@8Mh@$ﬁﬁ%,m@m%7my
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Fig. 4.4 Relationship between tensile testing before and after and porosity
volume in die temperature of 200°C®
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Fig. 4.5 Typical stress-strain curve in die temperature of 200°C,
tensile stress of 189.0 MPa"®
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Before tensile test After tensile test

Fracture NOT affected by
porosity(200°C, 189.0 MPa

Fracture affected by porosity
(200°C, 138.2 MPa)

Fig. 4.6 Porosities and destruction types. These images show the gage length sections
of the tensile testing samples using X-ray CT®
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Fig. 4.7 Relationship between with length of fracture surface and Al
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(b) Resistive heating sleeve

Fig. 4.8 Relationship between die temperature and Vickers hardness’®
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(b) Resistive heating sleeve

Fig. 4.9 Surface microstructure’®
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