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T. H. Kang(Mech. Eng. Dept., PKNU), I. K. Kim(Mech. Eng. Dept., PKNU),
1. Y. Choi(Mech. Eng. Dept., PKNU), Y. S. Kim(Mech. Eng. Dept., PKNU)

ABSTRACT

Magnesium alloys are one of light weight material. Strength and stiffness of Magnesium alloys are enough to use
for commercial product. Demand for strong, lightweight parts several computer and electronics have driven much of
Magnesium injection molding's growth so far. And it is eighth most abundant resource on earth. In electronic device,

electromagnetic interface and electrostatic discharge can affect performance. Magnesium injection molding is similar
to normal plastic injection molding process. But some process condition is different. Especially injection speed and

process temperature are so differs from other injection molding system. It just start for make something. But
Magnesium injection molding is one of best alternate process for producing metal alloy part.

Key Words : Magnesium injection molding (}F2ul$ A1&A %) , Injection speed (AFE 4 ), electromagnetic
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Fig. 1 Variation of limited flow field Vs. cylinder
temperature change
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Fig. 2 Variation of limited flow field Vs. injection
speed change
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Table 1 Comparison of measured roughness data

AZ9ID | AMIOB | AS41XB | AL-380 |Zn-ACHIA
Specific
Gravil;y 1.81 1.79 1.77 2.69 6.6
(gfem’)
Tensile
Sress 230 220 210 315 383
(Mpa)
Hardness
(BHN) 63 - - 80 82
Fatigue
Strength| 97 - - 90 56.5
(Mpa)
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Fig. 3 Comparison of mechanical properties of
semi-solid formed and diecast magnesium
alloys
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