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processing technology, a direct thermal method is capable of producing a feedstock
billet with a spherical microstructure which is ideal for thixoforming. In this experiment,
molten aluminium 6061 was solidified in a copper mould at temperatures between 660
°C and 680 °C. The melt was retained in the copper mould for 20 seconds, 40 seconds
and 60 seconds. The molten alloy in the mould was solidified in room-temperature
water after the required holding time. The microstructure development of the
feedstock billets was evaluated after the feedstock billets were removed from the
mould. The results show that sample (S660-20), which had a pouring temperature of
660 °C and a holding time of 20 s, has the smallest grain size with an average of
2507.87u m2. It was discovered that the ferret's diameter, aspect ratio and circularity
were found to be 69.4 um, 1.34 and 0.75 respectively. Clearly, the microstructure of
S$660-20 was more refined and spherical. The rapid cooling of the molten metal in the

Keywords: copper mould resulted in a more spherical grain structure. According to the findings,
Semisolid metal processing; direct the microstructure was solely dependent on the heat convection between the molten
thermal method; globular alloy and the copper mould. The rapid cooling resulted in the production of finer and
microstructure; aluminium alloy 6061 more spherical microstructure that was ideal for thixoforming operations.

1. Introduction

The metal casting industry plays a crucial role in the manufacturing field in producing a wide range
of components with different dimensions [1]. Improving the overall material quality such as
mechanical properties and microstructure formation is the main key challenge in modern casting
industries. The mechanical characteristics of materials are one of the most essential fundamental
elements in the development of well-designed components utilised in a variety of industries. The
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quality of the material influences the selection criteria for structural engineering applications.
Nevertheless, casting imperfections such as shrinking, pores and hot cracking have a considerable
economic influence on the casting business [1-5]. In the conventional casting process, the formation
of porosity will lead to low mechanical properties and a high possibility of product rejection.
Nevertheless, semi-solid metal (SSM) processing may overcome the imperfections produced by the
traditional casting method.

SSM processing is frequently employed in the automotive and electrical industries to cast light
alloys such as aluminium and magnesium [6,7]. In contrast to the traditional casting method, the SSM
processing technique employs semi-solid slurries due to their distinctive rheological behaviour
allowing for a more regulated die filling process [8,9]. In 1970, SSM processing was found for the first
time by Flemings and his coworkers at the Massachusetts Institute of Technology (MIT). The viscosity
of the material was found to influence the development of the microstructure during SSM processing.
The SSM processing takes place within the liquidus and solidus temperature of the alloy, where the
fluidity changes significantly [10-13]. The molten metal viscosity can differ significantly within the
solidification phase. The SSM processing promotes the formation of a spherical microstructure
instead of the dendritic structure that results from the conventional casting process.

The microstructure formation influenced the viscosity of the semi-solid alloy, where the structure
of the dendrite has low flowability as compared to the equiaxed structures with the same fraction
solid [9,14]. The tendency of the structure of the dendrite to interact between themselves under the
external force application impeded the flowability of the materials. In contrast, the globular structure
gives better flowability due to its shape and ease to move under small external forces [15]. The tiny
and spherical microstructure leads to high malleability as the particles are efficiently mobile and
there are fewer collisions between them [13,16,17]. The SSM processing method can be classified
into two main routes: thixo and rheo. These two techniques are commonly employed to process
semi-solid slurries and give complicated results.

The thixo-route has the ability to produce nearly reticulated components that have high
mechanical properties and have been reported to have lower internal porosity [17]. The two-step of
thixo routes comprises the transitional solidification stage where the processed semi-solid feedstock
billets are sized into the desired specification and reheated to a solid-liquid temperature range
faction solid before being cast into components. During the forming process, the thixo route
effectively implements the semi-solid behaviour and reduces macro segregation and porosity [18].
The thixo routes offered advantages where the high mechanical properties were produced compared
to the conventional casting process. In contrast, the rheo routes entail the production of SSM slurries
that consist of globular microstructure, which is then solidified into semi-solid form. The SSM slurries
in rheo routes were then shaped in the forming form without an intermediate solidification process.
Moreover, the rheo routes have attracted many researchers' attention due to their low-cost
operation as the waste metal can be recycled in-house [19]. The semi-solid state of non-dendritic
solid particles was created from an alloy in its fully liquid condition. The slurry was chilled to obtain
the solid fraction and then the components were cast. Components shaped from SSM slurries
contribute to the overall effectiveness of energy management and manufacturing.

Aluminium alloys play a significant role in most materials used in mechanical design and
automotive sectors. Due to its flexibility and versatility, the traditional casting process is currently
being used to process the wrought aluminium alloy to produce components [20]. The quality of
materials is crucial for the production of parts and components in the manufacturing industry, such
as in the production of automotive components [21]. One of the SSM processing techniques is the
Direct Thermal Method (DTM), which allows the production of spherical microstructures by
manipulating the processing parameters throughout the solidification process. The low superheat
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alloy was retained in the cylindrical copper mould with high thermal conductivity to achieve globular
microstructure by using the DTM [21-23]. Ahmad et al.,, [11] discovered a correlation between
processing factors such as casting temperature and holding duration during the DTM process for
aluminium 7075. The result noted that with the processing parameters of 660 °C and 60 s, it was
apparent that the most globular primary phase morphology within the SSM feedstock billets. In SSM
processing, the spherical grain structure increases the viscosity of the metal, resulting in near net-
shaped components with excellent tensile properties. In order to produce a fine and spherical grain
structure, itis crucial to regulate the processing conditions during solidification. These current studies
seek to determine how different processing parameters affect the microstructure aluminium alloy
6061 produced by DTM.

2. Methodology

The raw material of alloy 6061 was cleaned with SiC sandpaper before conducting the
composition test. The grinding process started with coarse sandpaper up to fine sandpaper in the
range of P120 to P1200. The purpose of grinding is to guarantee that the surface of wrought alloy is
flat and to remove surface imperfections. The Foundry-Master Uv spectrometer was examined to
determine the composition of wrought aluminium alloy. The average composition of wrought
aluminium alloy 6061 is shown in Table 1.

Table 1
Chemical composition of wrought alloy 6061

Composition Aluminium Magnesium Silicon Copper Iron Chromium  Zinc Manganese Others
Weight (%) 97.7 0.922 0.725 0.265 0.178 0.079 0.011 0.011 0.11

2.1 Direct Thermal Method (DTM) Experiment Procedure

The graphite crucible was filled with the raw aluminium alloy 6061, which was then heated to
900 °C. The crucible was removed from the box furnace when the alloy was completely melted and
the temperature of the molten metal was recorded. The temperature of the melt was determined
using K-type thermocouple that connected to a Graphtec midi logger GL2200 before being poured
into the mould. After the required pouring temperature was reached, the molten metal was poured
into the copper mould. The pouring temperature was set from 660 °C to 680 °C with a holding time
of 20 s, 40 s and 60 s. The copper mould was then released into the water tank to complete the
solidification process. Figure 1 shows the apparatus setup during the DTM process and Table 2
represents the parameters used in this experimental work.
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Fig. 1. Experimental setup (a) DTM (b) Copper mould dimension

Table 2

Processing parameters during DTM process

Sample Pouring temperature (°C) Holding time (s)
(5660-20) 660 20

(S660-40) 660 40

(S660-60) 660 60

(S680-20) 680 20

(S680-40) 680 40

(5680-60) 680 60

2.2 Metallographic Sample Preparation

The billets of solidified SSM feedstock were retrieved from the copper mould. To remove the
contaminants, the samples were cut with a precision cutting machine at a distance of approximately
5 mm from the bottom of the DTM samples. The microstructure analysis samples were cut 20 mm
and were then halved using precision diamond cutting with a 230-rpm cutting speed. The samples
were mounted with Bakelite resin using 60 bars of pressure, 2 minutes of heating time and 3 minutes
of cooling time. The sample was then manually ground with 120, 320 and 600 grit silicon carbide to
minimise cutting damage.

The samples were then polished to eliminate the scratches left after grinding. Different cloths
were used for 6 um, 3 um and 1 um diamond suspension at a speed of 250 rpm. Finally, the samples
were polished with a 0.05 m colloidal silica dispersion. Etching was the final step in the preparation
of the metallographic sample. The etching process was carried out using Keller reagent. The etchant
was dabbed into cotton wool soaked with Keller's etchant reagent. Prior to being rinsed with distilled
water, it was held for 15 seconds. The formation of microstructures was recorded with an optical
microscope equipped with Motic software and the microstructures were analysed with Image J
software. Image J analysis calculated the average grain size, aspect ratio, circularity and diameter of
each microstructure formation. The circularity and aspect ratio can be calculated using Eq. (1). and

Eqg. (2).
Circularity = (47 x area)/( perimeter?) (1)

Aspect Ratio = major axis/minor axis (2)
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2.3 Scanning Electron Microscopy (SEM) & Energy-Dispersive X-Ray Spectroscopy (EDXS) Analysis

The SEM and EDXS analyses were carried out to characterize the grain structure using Jeol JSM-
7800F. Compositional data for the primary and secondary phase regions were analysed using the
EDXS detector. The solid grain structure depicted the primary phases, whereas the liquid structure
adjacent to the solid grain represented the secondary phases. The working distance was set at 10
mm to obtain accurate results and five measurements were made for each sample. In each
measurement, the regions of the primary and secondary phases are covered by five spectral lines.
The average composition for each primary and secondary phase region was analysed and the
composition of each line spectrum was recorded.

3. Results
3.1 DTM Experiment

Based on the literature, the liquidus and solidus temperatures of wrought aluminium alloy 6061
are 652 °C and 582 °C, respectively. The microstructure formation was observed and analysed to
describe the influence of different combinations of pouring temperature and holding time on the
SSM feedstock billet. Figure 2 and Figure 3 show the microstructure for the pouring temperature of
660 °C and 680 °C with a holding time of 20 s, 40 s and 60 s. The microstructure formation study,
shown in Figure 2 and Figure 3, demonstrated significant variation in microstructure development
amongst all of the samples.
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Fig. 2. Microstructure formation of (a) S660-20, (b) S660-40 and (c) S660-60

73



Journal of Advanced Research in Micro and Nano Engineering
Volume 28, Issue 1 (2025) 69-79

Primary Phase 1 Prlmaase

~ Secondary Phase

(b)

©
Fig. 3. Microstructure formation of (a) S680-20, (b) S680-40 and (c) S680-60

It was apparent that S660-20 produced a fine grain size structure at 2507.87 um?2. In contrast,

S680-60 produced the largest grain size structure at 5254.69 um?2. Meanwhile, the circularity, aspect

ratio and Feret diameter for S660-20 were 0.75, 1.34 and 69.4 um respectively. The circularity, aspect

ratio and Feret diameter for S680-60 were 0.69, 1.64 and 95.81 um respectively. Figure 4 shows the
result of the grain structure formation.
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Fig. 4. Analysis of grain formation with (a) average grain size (b) average circularity (c) average aspect ratio
(d) average Feret diameter

The microstructure of the quenched samples varied significantly relying on the different
combinations of processing parameters. A previous study suggested that the lower pouring
temperature may result in finer primary and secondary morphology, resulting in more spheroidal
grain structure The pouring temperatures of S660-20, S660-40 and S660-60 are only slightly above
the liquidus temperature of the wrought aluminium alloy 6061 so that less superheat can be retrieved
from the copper mould and a high cooling rate is achieved. Low pouring temperature delays grain
structure formation during solidification [24-26]. Due to the ability of the cylindrical copper shape to
dissipate heat, the molten aluminium rapidly cooled to a semisolid state. The rapid cooling process
promotes the development of numerous nuclei during solidification. In contrast, S680-20, S680-40
and S680-60 produce larger grain size as compared to the other samples. The cylindrical copper
mould extracts more superheat when the pouring temperature is higher than the liquidus. Hence,
S680-20, S680-40 and S680-60 will exhibit a slow cooling effect throughout the solidification process.

However, the grain size and circularity between samples S660-20, S660-40 and S660-60were
apparent. The variance in the size distribution of the particles is due to the varying holding times
during solidification. The prolonged period promoted grain formation within the alloy, resulting in a
larger grain size [10,27]. In contrast, S680-20, S680-40 and S680-60 have larger grain sizes compared
to other samples. The higher pouring temperature beyond the liquidus temperature resulted in more
time needed for the temperature to be extracted by the mould [10]. The rapid cooling during the
solidification process has increased the development of the solid primary phase without slowing
down the formation of the nuclei. As a result, the grain structure expands. The high pouring
temperature of the molten metal results in slow cooling rates as it takes longer to extract the heat.

During the solidification process, the fraction solid within the alloy increases as it approaches the
solidus temperature of the alloy. The increase in solid fraction leads to the development of larger
nuclei and affects the circularity of the grain structure. In addition, the pouring temperature, which
is just above the liquidus temperature of the alloy and the shorter holding time result in a fine and
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spherical grain structure, leading to improved flowability throughout the forming process. The fine
and spherical microstructure improves formability due to increased mobility of the particles and
reduced collisions between particles inside the grain structure [13,16,17]. Thus, the fine and globular
microstructure is suitable for SSM processing.

3.2 SEM & EDXS Analysis

The primary phases area and secondary phases area were subjected to the SEM and EDXS analysis
to characterize the microstructure formation during the solidification. The chemical composition of
S660-20 was chosen due to this parameter produced small and globular grain structure. In both the
primary and secondary phases, three significant elements were identified. The three most important
elements were aluminium (Al), silicon (Si) and magnesium (Mg). The selected region of both primary
and secondary grain structure for EDXS analysis were depict in Figure 5 and Figure 6. The chemical
composition of the DTM samples for both the primary and secondary phases is shown in Table 3 and
Table 4. The SF660-20 comprises between 98.94% and 99% aluminium in the primary phase area and
between 88.77% and 74.89% aluminium in the secondary phase area. In addition, the magnesium
and silicon content in the primary phase range is 0.48 to 4.57 % and 0.52 to 0.83 %, respectively,
while the secondary phase range contains 1.49 to 10.53 % magnesium and 10.26 to 25.0 % silicon.

w9,

- 80pm ' . ’ Electron mage1 o V ! “
Fig. 5. The selected primary phases area

Table 3

Composition of primary phases area

Elements Aluminium Magnesium Silicon
Spectrum (wt%) 98.94-99 0.48-4.57 0.52-0.83

The precipitation sequence was the cause of the compositional differences between the main
and secondary phase domains in the SSM raw material block. Because the sample was quenched in
a water that was at ambient temperature, the DTM solidification process could not produce a
complete precipitation sequence. As a result of the metastable B precipitation, the excess Si element
in the processed aluminium alloy generates stoichiometric Mg,Si. The mechanical properties of the
alloy are improved by the formation of stoichiometric Mg,Si [27]. The ratio of Si to Mg components
increases during the early precipitation process and changes the agglomeration structure [28,29].
The alloy properties are degraded by the small amount of Si elements precipitating in the alloy,
making the RB-metastability less stable.
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Fig. 6. The selected secondary phases area

Table 4
Composition of primary phases area
Elements Aluminium  Magnesium Silicon

Spectrum (wt%) 88.77-74.89 1.49-10.53  10.26-25.04

4. Conclusions

The experimental work investigated the effect of different combinations of processing
parameters on the formation of the microstructure of the wrought aluminium alloy produced by the
DTM process. S660-20 produced a tiny grain size of 2507.87 um? with a pouring temperature of
660 °C and a holding time of 20 s. The largest grain size was 5254.69 um? in S680-60 with a pouring
temperature of 680 and a holding time of 60 s. Due to the effects of varying pouring temperatures,
S660-20 and S680-60 differ significantly from each other. The low pouring temperature of alloy 6061
(5660-20), which is slightly above the liquidus temperature, leads to slow cooling, which favours the
formation of nuclei and results in smaller grain size. Compared to the other parameters, S660-20 had
the most spherical grain structure, with a circularity of 0.75. The variation in grain size distribution is
a consequence of the different holding times during solidification. The prolonged time period
stimulated grain development in the alloy, resulting in higher grain size. The heat convection of the
alloy when it is extracted from the copper mould is liable for the formation of the spherical
microstructure. In order to achieve the spherical microstructure required for SSM processing, heat
must be rapidly extracted from the molten alloy, hence slowing the formation of the dendritic
microstructure. The lower pouring temperature improves nucleation during solidification and leads
to a more spherical microstructure and smaller particle sizes. The fine and most globular grain
structure increase the fluidity of the alloy. Small and spherical grain particles produce better
formability due to the better movement and less collisions between the particles. Thus, S660-20
produces small and globular grain structure is suitable for SSM processing.

Acknowledgement

The authors would like to thank Universiti Malaysia Pahang and Centre for Automotive Engineering
for laboratory facilities and providing financial support under the Internal Research Grant of
RDU210366.

77



Journal of Advanced Research in Micro and Nano Engineering
Volume 28, Issue 1 (2025) 69-79

References

(1]
(2]

(3]

(4]

(5]

(6]

(7]

(8]

(9]

(10]

(11]
(12]
(13]
(14]

(15]

(16]

(17]

(18]

(19]

[20]

Pandey, M. Tech Scholar Raghav and Vipul Upadhayay. "A Review on Casting Defect Reduction in a Manufacturing
Industry." (2022).

LU, Shu-lin, Shu-sen Wu, Ze-ming Zhu, A. N. Ping and You-wu Mao. "Effect of semi-solid processing on
microstructure and mechanical properties of 5052 aluminum alloy." Transactions of Nonferrous Metals Society of
China 20 (2010): s758-s762. https://doi.org/10.1016/51003-6326(10)60577-8

Vaneetveld, Grégory, Ahmed Rassili, Jean Christophe Pierret and Jacqueline Lecomte-Beckers. "Improvement in
thixoforging of 7075 aluminium alloys at high solid fraction." Solid State Phenomena 141 (2008): 707-712.
https://doi.org/10.4028/www.scientific.net/SSP.141-143.707

Blondheim Jr, David and Alex Monroe. "Macro porosity formation: a study in high pressure die
casting." International Journal of Metalcasting 16, no. 1 (2022): 330-341. https://doi.org/10.1007/s40962-021-
00602-x

Uyan, Tekin C., Kevin Otto, Maria Santos Silva, Pedro Vilaga and Elvan Armakan. "Industry 4.0 foundry data
management and supervised machine learning in low-pressure die casting quality improvement." International
journal of metalcasting 17, no. 1 (2023): 414-429. https://doi.org/10.1007/s40962-022-00783-z

Ma, Zhen, Huarui Zhang, Hanwei Fu, Yanzhao Yang, Jianji Wang, Ming Du and Hu Zhang. "Insights into the
rheological modeling of semi-solid metals: Theoretical and simulation study." Journal of Materials Science &
Technology 100 (2022): 182-192. https://doi.org/10.1016/j.jmst.2021.05.041

Rogal, Lukasz and Grzegorz Garzel. "Semi-solid state mixing of Mg-Zn-RE alloys—microstructure and mechanical
properties." Journal of Materials Processing Technology 264 (2019): 352-365.
https://doi.org/10.1016/j.jmatprotec.2018.09.012

Hu, X. G., Q. Zhu, H. V. Atkinson, H. X. Lu, F. Zhang, H. B. Dong and Y. L. Kang. "A time-dependent power law viscosity
model and its application in modelling semi-solid die casting of 319s alloy." Acta Materialia 124 (2017): 410-420.
https://doi.org/10.1016/j.actamat.2016.11.031

Lashkari, Omid and Reza Ghomashchi. "The implication of rheology in semi-solid metal processes: An
overview." Journal of  materials processing technology 182, no. 1-3 (2007): 229-240.
https://doi.org/10.1016/j.jmatprotec.2006.08.003

Benjunior, B., A. H. Ahmad and M. M. Rashidi. "Direct thermal method pouring temperature and holding time effect
on aluminium alloy 6061 microstructure." In IOP Conference Series: Materials Science and Engineering, vol. 788,
no. 1, p. 012017. I0P Publishing, 2020. https://doi.org/10.1088/1757-899X/788/1/012017

Ahmad, Asnul Hadi, Sumsun Naher and Dermot Brabazon. "Direct thermal method of aluminium 7075." Advanced
Materials Research 939 (2014): 400-408. https://doi.org/10.4028/www.scientific.net/AMR.939.400

Kirkwood, D. H. "Semisolid metal processing." International materials reviews 39, no. 5 (1994): 173-189.
https://doi.org/10.1179/imr.1994.39.5.173

Atkinson, Helen V. "Modelling the semisolid processing of metallic alloys." Progress in materials science 50, no. 3
(2005): 341-412. https://doi.org/10.1016/j.pmatsci.2004.04.003

Flemings, Merton C. "Behavior of metal alloys in the semisolid state." Metallurgical transactions A 22, no. 5 (1991):
957-981. https://doi.org/10.1007/BF02661090

Abd Razak, Nur Azhani, Asnul Hadi Ahmad, Mohd Maarof Rashidi and Sumsun Naher. "An investigation of semisolid
Al7075 feedstock billet produced by a gas-assisted direct thermal method." The International Journal of Advanced
Manufacturing Technology 114 (2021): 1233-1240. https://doi.org/10.1007/s00170-021-06924-8

Brabazon, D.J. B. D., D. J. Browne and A. J. Carr. "Mechanical stir casting of aluminium alloys from the mushy state:
process, microstructure and mechanical properties." Materials Science and Engineering: A 326, no. 2 (2002): 370-
381. https://doi.org/10.1016/5S0921-5093(01)01832-9

Akhtar, S., L. Arnberg, G. Timelli, F. Bonollo and M. Di Sabatino. "A comparative study of defects and mechanical
properties in high pressure die cast and gravity die cast aluminium alloys." Foundry Trade Journal International 185,
no. 3690 (2011): 348-356.

Flemings, Merton C. "Behavior of metal alloys in the semisolid state." Metallurgical transactions A 22, no. 5 (1991):
957-981. https://doi.org/10.1007/BF02661090

Verran, Guilherme Ourique, Rui Patrick Konrad Mendes and Marco Aurélio Rossi. "Influence of injection parameters
on defects formation in die casting Al12Si1, 3Cu alloy: Experimental results and numeric simulation." Journal of
materials processing technology 179, no. 1-3 (2006): 190-195. https://doi.org/10.1016/j.jmatprotec.2006.03.089
Salleh, M. S., M. Z. Omar, J. Syarif and M. N. Mohammed. "An overview of semisolid processing of aluminium
alloys." International Scholarly Research Notices 2013, no. 1 (2013): 679820. https://doi.org/10.1155/2013/679820

78


https://doi.org/10.1016/S1003-6326(10)60577-8
https://doi.org/10.4028/www.scientific.net/SSP.141-143.707
https://doi.org/10.1007/s40962-021-00602-x
https://doi.org/10.1007/s40962-021-00602-x
https://doi.org/10.1007/s40962-022-00783-z
https://doi.org/10.1016/j.jmst.2021.05.041
https://doi.org/10.1016/j.jmatprotec.2018.09.012
https://doi.org/10.1016/j.actamat.2016.11.031
https://doi.org/10.1016/j.jmatprotec.2006.08.003
https://doi.org/10.1088/1757-899X/788/1/012017
https://doi.org/10.4028/www.scientific.net/AMR.939.400
https://doi.org/10.1179/imr.1994.39.5.173
https://doi.org/10.1016/j.pmatsci.2004.04.003
https://doi.org/10.1007/BF02661090
https://doi.org/10.1007/s00170-021-06924-8
https://doi.org/10.1016/S0921-5093(01)01832-9
https://doi.org/10.1007/BF02661090
https://doi.org/10.1016/j.jmatprotec.2006.03.089
https://doi.org/10.1155/2013/679820

Journal of Advanced Research in Micro and Nano Engineering
Volume 28, Issue 1 (2025) 69-79

[21]

(22]

(23]

[24]

[25]

(26]

(27]

(28]

[29]

(30]

(31]

(32]

(33]

BoChao, Liao, Park YoungKoo and Ding HongSheng. "Effects of rheocasting and heat treatment on microstructure
and mechanical properties of A356 alloy." Materials Science and Engineering: A 528, no. 3 (2011): 986-995.
https://doi.org/10.1016/j.msea.2010.09.059

Sigworth, Geoffrey. "Aluminum casting alloys and casting processes." In Aluminum Science and Technology, pp.
119-142. ASM International, 2018. https://doi.org/10.31399/asm.hb.v02a.a0006524

Miller, W. S., Linzhong Zhuang, J. Bottema, A_J Wittebrood, P. De Smet, A. Haszler and A. J. M. S. Vieregge. "Recent
development in aluminium alloys for the automotive industry." Materials Science and Engineering: A 280, no. 1
(2000): 37-49. https://doi.org/10.1016/50921-5093(99)00653-X

Ahmad, Asnul Hadi, Sumsun Naher and Dermot Brabazon. "The effect of direct thermal method, temperature and
time on microstructure of a cast aluminum alloy." Materials and Manufacturing Processes 29, no. 2 (2014): 134-
139. https://doi.org/10.1080/10426914.2013.822980

Lee, Sang-Yong and Se-ll Oh. "Thixoforming characteristics of thermo-mechanically treated AA 6061 alloy for
suspension parts of electric vehicles." Journal of materials processing technology 130 (2002): 587-593.
https://doi.org/10.1016/50924-0136(02)00818-X

Mohammed, M. N., M. Z. Omar, M. S. Salleh, K. S. Alhawari and M. A. Abdelgnei. "An overview of semi-solid metal
processing." Australian Journal of Basic and Applied Sciences 8, no. 19 (2014): 369-373.

Fiorese, Elena, Franco Bonollo, Giulio Timelli, Lars Arnberg and Elisabetta Gariboldi. "New classification of defects
and imperfections for aluminum alloy castings." International Journal of Metalcasting9 (2015): 55-66.
https://doi.org/10.1007/BF03355602

Masazumi, Hirai, Takebayashi Katsuhiro and Yoshikawa Yuji. "Effect of Chemical Composition on Apparent Viscosity
of Semisolid Alloys." ISIJ International 33, no. 11 (1993): 1182-1189.
https://doi.org/10.2355/isijinternational.33.1182

Ning, Z. L., H. Wang and J. F. Sun. "Deformation behavior of semisolid A356 alloy prepared by low temperature
pouring." Materials and Manufacturing Processes 25, no. 7 (2010): 648-653.
https://doi.org/10.1080/10426910903447279

Razak, N. A., A. H. Ahmad and M. M. Rashidi. "Investigation of pouring temperature and holding time for semisolid
metal feedstock production." In IOP Conference Series: Materials Science and Engineering, vol. 257, no. 1, p.
012085. IOP Publishing, 2017. https://doi.org/10.1088/1757-899X/257/1/012085

Gupta, A. K, D. J. Lloyd and S. A. Court. "Precipitation hardening in Al-Mg-Si alloys with and without excess
Si." Materials Science and Engineering: A 316, no. 1-2 (2001): 11-17. https://doi.org/10.1016/S0921-
5093(01)01247-3

Cabibbo, Marcello, Stefano Spigarelli and E. Evangelista. "A TEM investigation on the effect of semisolid forming on
precipitation processes in an Al-Mg-Si Alloy." Materials characterization 49, no. 3 (2002): 193-202.
https://doi.org/10.1016/51044-5803(02)00325-X

Murayama, Mitsuhiro, Kazuhiro Hono, M. Saga and Masao Kikuchi. "Atom probe studies on the early stages of
precipitation in Al-Mg-Si alloys." Materials Science and Engineering: A 250, no. 1 (1998): 127-132.
https://doi.org/10.1016/5S0921-5093(98)00548-6

79


https://doi.org/10.1016/j.msea.2010.09.059
https://doi.org/10.31399/asm.hb.v02a.a0006524
https://doi.org/10.1016/S0921-5093(99)00653-X
https://doi.org/10.1080/10426914.2013.822980
https://doi.org/10.1016/S0924-0136(02)00818-X
https://doi.org/10.1007/BF03355602
https://doi.org/10.2355/isijinternational.33.1182
https://doi.org/10.1080/10426910903447279
https://doi.org/10.1088/1757-899X/257/1/012085
https://doi.org/10.1016/S0921-5093(01)01247-3
https://doi.org/10.1016/S0921-5093(01)01247-3
https://doi.org/10.1016/S1044-5803(02)00325-X
https://doi.org/10.1016/S0921-5093(98)00548-6

