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Table 1 The chemical composition of AM50A magnesium alloy

Alloy Al Mn Si Zn Fe Others
Min| 4.4 | 026

AMS0AIax| 54 | 060 | 010 | 022 | 0004 | 002
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Table 2 The values of cavity design and calculate

Volume [cm3] Density [g/cm3] Mass [g]

InLet + Runner 264.9 1.7 450.3
Ingate 0.6 " 1.0
Cavity 51.6 95.4
Overflow 11.0 " 18.7
Total 332.6 1.7 565.4
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(a) Moved side (b) Fixed side
Fig. 1 The view of moved side and fixed side
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Table 3 The value of experimental conditions for diecasting

experiment
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Parameters

1st velocity 2nd velocity
[m/s] [m/s]

1.0 1.0

Pressure
[bar]

200
350
500
200
350
500
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Temperature
[C]
650

620
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(c) forward 255mm(94%) (d) forward 260mm(100%)
Fig. 2 Plunger forward distance at filling test
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(a No.1
Fig. 3 Pouring temp. 650°C, 1st velocity 1.0 m/s, 2nd velocity 1.0
m/s, casting pressure (a) 200bar (b) 350bar (c) 500bar

(b) No.2 (c) No.3
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(d) No.4
Fig. 4 Pouring temp. 620 C, 1st velocity 1.0 m/s, 2nd velocity 1.0
m/s, casting pressure (d) 200bar (e) 350bar (f) 500bar

(e) No.5 (f) No.6

(a) (b) (©) (d)

Fig. 5 Plunger forward distance at filling test pouring temp. 650C,
1st velocity 1.0 m/s, 2nd velocity 1.0 m/s, casting pressure 350bar
(a) 245mm(82%) (b) 250mm(88%) (c) 255mm(94%) (d)
260mm(100%)

254

(@) (b) (©) (d)
Fig. 6 Plunger forward distance at filling test pouring temp. 620C,
1st velocity 1.0 m/s, 2nd velocity 1.0 m/s, casting pressure 350bar

(a) 245mm(82%) (b) 250mm(88%) (c) 255mm(94%) (d)

260mm(100%)
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