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The Effect of Injection Velocity on Liquid Segregation of Grain
Controlled Rheological Material Considering Asymmetry
Multi Thickness Variation
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Abstract

Recently, in the field of automobile industry, to solve the problem of reducing the weight of automobile for the
improvement of fuel efficiency and the protection of environment, the aluminum alloy parts have been substituted for the
steel parts. However, the aluminum alloy does not have as good mechanical property as the steel part. To improve the
mechanical property, the semi-solid die casting process is performed to make automobile parts. In the fabrication of semi-
solid material the control of the liquid segregation is very important to improve the material properties of aluminum alloy.
In the present paper we examine the influence of the liquid segregation by the injection conditions in the semi-solid die
casting has been investigated.
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Fig. 2 The change of injection speed according to the
plunger of stroke
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Fig. 3 The change of pressure after final filling
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Fig. 4 The photograph of sample fabricated by semi-
solid die casting
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Fig.11 Comparison of microstructure in each position of fabricated sample in experimental number 1, 4 and 5
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