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Development of Production Process for Anodizing Metal by Strip Die-casting
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Table 1 Properties of DM4H Material

Tensile 0.2%yield Density
strength strength Hardness(Hv)
(N/mm2) (N/mm2) (k/m3)
127 52 30 2730
Specific Thermal Solidus liquidus
heat diffusitive Temp. Temp.
(J/kg/C) (cm2/s) (C) ()
962.3~1142.3 0.35~0.56 599.4 641.3
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Digital Mold Temp. Control
system

Fig. 1 Composition of Digital Mold Temp. Control System
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Fig. 2 Principle of Digital Mold Temp. Control System
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Fig.3 fluid flow Analysis (Filling & Solldlflcatlon Sequence
ets) of Strip Die-casting to used DM4H Materials (6T)

Fig. 4 Result of Heat transfer Analysis to used Oil Temp. Control
system

Fig. 5 Result of Heat transfer Analysis to used DMTC system
and after computer simulation

P& A7) el Axolel Zavos 39 Agal
71 g H ol o] 23k o] 723 CAE(computer aided
engineering) 7|55 ol2ld @ AMERS: S A5ty &) 7 &t
21 W ol vH3][4]. ¥ Aol A= GATE, OVERFLOWS] F=3%
A2 AAsEES N 2 ARE fal Fx EH“ SIWE
Zggsto] HAA %ZJ%W gL 71+L%%’~% |9 A3 =

= AA GolA =Y
o] *ézé’ékﬁ 611*4 3}9,1“:}. A =12 ot
£ ARglel, TR emt 6455 Sl A4l
we 2olA 760w SAHNOY 8T 49 2 AETIA
100% A% 27} Zaksto] A s414] o] & whgate] 34]
A FUHERE A5 E 0.37misec, QA E AL
9.172m/sec, 114452 3.7m/sec, QIO E a1E<4RT 91.72m/sec =
stk FEAAE AA] ARR AEst g2l sSKelE A A EF
sholth A siwe F23 A S/WSI AnycastingS AF8-3H3A T
Fig. 3& 9] datas 7|50 = |48k Aol Fig 4, 5= 7]&
Oil type &%7]19F DMTC A ~¥1S A& F3 o) thal] H-9] &
S E Aol S o vud A 1E‘r.

24 43& 2 AT

A28l G238 Figle) o] S nige g ) e o]
LAz EREo| xAo] AA L Heat ZUS Fig.l &
o] gk & A1E skGith Al DMTC Al Z=Hlo] F-2H5}
2 %E JHR 7)E B 227 580 45 7t 7%
A3} DMTC Al =81 §-2-gk 3o )3 744 vl Al
shaith Fig. 67 AA Al A4S vERTh

71E R Oil 2271l setting 4 2002 A3l AlF
< 493 A3k DMAH 2419 35 Aol 719) 514 ek 39
o aAEE @4 1A gk T2 20 % 227 SEE
thshA WAt Algslg oy A& oz APst gl

HHE LS o83l 33 My A] L28 4 Ay}
100~12052 YA AL 3ol & 5= 919t} 314w DMTC
Al 2~Elo] 285 /\]zﬂoﬂ/q_. %7] 230 AHLTS oA
B LA 27} 7158t DMTC Al AE] AL =2 1901

Fig. 6 Result of Heat transfer Analysis to used DMTC system
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