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PROCESS FOR PRODUCING A THIN DIE-
CAST MOLDED ARTICLE OF AN
ALUMINUM MATERIAL

Matter enclosed in heavy brackets [ ] appears in the
original patent but forms no part of this reissue specifica-
tion; matter printed in italics indicates the additions
made by reissue.

CROSS REFERENCE 10 RELATED APPLICATION

More than one reissue application has been filed for the
reissue of U.S. Pat. No. 6,619 ,369. The reissue applications
are application Ser. Nos. 11/225,842 (the present
application) and 12/801,252, which is a divisional reissue of

U.S. Pat. No. 6,619,369.

BACKGROUND OF THE INVENTION

1. Field of the Invention

The present invention relates to a process for producing a
thin die-cast molded article of an aluminum material. More
particularly, the present imvention relates to a process for
producing a thin die-cast molded article of an aluminum
material having a thickness of 0.4 to 1.2 mm and exhibiting,
an excellent appearance using a mold having a narrow gate
eificiently with excellent flow of the melted metal through
the gate portion.

2. Description of Related Art

Aluminum has excellent properties as a metal such as a
light weight, an excellent plastic working property, excellent
corrosion resistance and high electric and thermal conduc-
tivities. It 1s known that alloys obtained by adding copper,
magnesium, zinc, silicon, lithium, nickel, chromium,
manganese, 1ron or zirconium exhibit remarkably improved
mechanical properties at the ordinary temperature and high
temperatures due to hardening by formation of solid
solutions, work hardening and age hardening and acquire
advantageous properties such as corrosion resistance, wear
resistance and low coellicients of thermal expansion.
Therefore, aluminum and aluminum alloys having the
advantageous properties are widely used 1n many fields, for
example, 1n the fields of utensils such as cans of drinks,
tfurmitures and interior articles; aviation and space; automo-
biles; electric and electronic products; vehicles; ships; and
civil engineering and buildings.

As one of the processes for working aluminum maternals
such as aluminum and aluminum alloys, the die-cast process
1s well known and widely used for producing various
molded articles.

The die-cast process 1s a casting process 1n which a melted
material 1s injected 1nto a mold made of a metal by an inject-
ing plunger at a high speed (about 20 to 60 m/second) under
a high pressure (about 30 to 200 MPa), fills the mold and
solidifies rapidly. The die-cast process 1s advantageous 1in
that thin cast products having a minimum thickness of about
1 mm can be produced, products having an excellent surface
can be obtained with excellent accuracy of dimensions and
the productivity 1s high.

However, since the die-cast process 1s conducted by
injecting a melted metal at a high speed and the time of
filling 1s as short as 0.3 seconds, the die-cast process has a
drawback 1n that the air 1n the space (the cavity) of the mold
and gases formed by the reactions tend to be sucked 1nto the
product and defects of pores (porosity) tend to be formed.
Therefore, various processes have been developed for
improving the quality. Examples of such processes include
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(1) the low speed filling die-cast process 1n which the speed
of myection 1s lowered to 1 m/second or slower; (2) the
ACURADE process in which the pressure 1s added in two
steps to prevent formation of sink 1 portions having a
greater thickness; (3) the local SQUEEZE process 1n which
portions having a greater thickness are locally pressed to
prevent formation of sink; (4) the vacuum die-cast process in
which the pressure at the inside of the mold 1s lowered to
decrease sucking of gases; and (5) the PF die-cast process 1n
which the mnside of the mold is filled with oxygen and suck-
ing ol gases 1s prevented by dispersing the entire oxygen as
fine particles of oxides.

However, the above conventional technology has been
developed not for producing thin products but for improving
the quality of the die-cast products. The maximum thickness
of the die-cast molded article of an aluminum matenal 1s
about 1 mm. It 1s the actual present situation that no die-cast
molded articles having a thickness smaller than 1 mm have
been obtained.

Recently, devices having many semiconductors and I1C’s
equipped with ultra-small electronic circuits in which inner
wirings are combined together 1n a solid article 1 accor-
dance with specific methods are increasing. The above
devices and IC’s have the possibility of troubles that the
working of the semiconductors becomes unstable and the
semiconductors may be broken due to a high temperature
caused by a great amount of heat generated 1n the process of
operation of the semiconductors. The unstable working and
the fracture of the semiconductors due to the high tempera-
ture are prevented by attaching a heat radiating plate for
cooling the semiconductors so that the heat of the semicon-
ductors are released into the air by heat exchange between
the heat radiating plate and the air.

As the heat radiating plate, 1n general, a substrate attached
with numerous thin and long heat radiating pins 1s used.
Die-cast molded articles of aluminum materials are fre-
quently used for the above heat radiating plate. As IC 1s
made still more compact recently, a decrease 1n the weight of
the above heat radiating plate 1s desired.

For case covers of portable electronic instruments, die-
cast molded articles of aluminum materials are widely used.
As the size of the electronic mstruments 1s decreasing, for
example, as personal computers of the note type are more
widely used, a decrease 1n the weight of the case cover 1s
desired.

As the material having a light weight, magnesium materi-
als such as magnesium having a specific gravity of 1.74 (the
specific gravity of aluminum: 2.70) and magnesium alloys
are known. However, molded articles ol magnesium materi-
als have drawbacks in that the articles are more expensive
than the articles of aluminum materials and defect articles
are produced in a greater amount than that of the articles of
aluminum materials. Theretore, a molded article of an 1nex-
pensive aluminum material having a weight as light as that
of the molded articles of magnesium materials 1s desired.

To produce a molded article of an inexpensive aluminum
material having a weight as light as that of the molded
articles of magnesium materials, 1t 1s necessary that the
thickness of the article be reduced. However, as described
above, 1t 1s difficult that a die-cast molded article of an alu-
minum material having a thickness smaller than 1 mm 1s
produced 1n accordance with the conventional technology.
Theretfore, development of technology for efficiently pro-
ducing a die-cast molded article of an aluminum material
having a thickness smaller than 1 mm has been desired.

The present mventor studied the process for producing a
die-cast molded article of an aluminum material having a
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thickness smaller than 1 mm and 1t was found that a die-cast
molded article of an aluminum material having a thickness
smaller than 1 mm can be obtained when one or more porous
iron members which do not allow the melted metal of the
aluminum material to pass but allow gases to pass and are
connected to a passage of gases open to an outside are dis-
posed 1n portions of members surrounding the cavity of the
mold, a cavity of a mold 1s filled with a melted metal of the
aluminum material under pressure and gases and the air are
released to the outside through the porous members.

When the melted metal of an aluminum matenal 1s intro-
duced into the mold under pressure to fill the cavity, the
aluminum material 1s introduced through a gate. The alumi-
num material at the gate portion 1s separated from the
obtained die-cast molded article after solidification.
Therefore, the thinner the gate, the smaller the defect portion
formed on the molded article and the better the appearance
of the molded article. However, since an excessively thin
gate causes poor tlow of the melted metal, 1n general, a gate
having an opening 0.6 to 1 times as much as the opening of
the die-cast molded article has heretofore been used 1n con-
ventional processes for producing a die-cast molded article
of an aluminum material having a thickness of 1 mm or
greater. In other words, the [maximum] minimum opening of
the gate 1s about 0.6 mm. When the opening of the gate 1s
smaller than this value, the flow of the melted material 1s
insuificient and a die-cast molded article of an aluminum
material having excellent quality cannot be obtained.

A gate which provides excellent flow of the melted metal
even when the opening of the gate 1s about 12 of the thick-
ness of the molded article has been desired 1n the process for
producing a die-cast molded article of an aluminum material
having a thickness smaller than 1 mm. It 1s expected that a
thin die-cast molded articles of an aluminum material exhib-
iting excellent appearance and having excellent quality can
be obtained by using a thin gate providing excellent flow of
the melted metal.

SUMMARY OF THE INVENTION

The present invention has an object of providing a process
for producing a thin die-cast molded article of an aluminum
material exhibiting excellent appearance and excellent qual-
ity and having a thickness of 0.4 to 1.2 mm efficiently with
excellent flow of a melted metal by using a narrow gate.

As the result of extensive studies by the present inventor
to achieve the above object, 1t was found that the above
object can be achieved when a mold having a gate having an
opening of 0.2 mm or greater and the same as or smaller than
the thickness of the molded article 1s used and members
which have been treated by nitrogenation at the surface are
used as the members constituting the gate. The present
invention has been completed based on the knowledge.

The present invention provides:

(1) A process for producing a thin die-cast molded article of
an aluminum maternial comprising filling a cavity of a
mold with a melted metal of the aluminum material under
pressure and producing a die-cast molded article of the
aluminum material having a portion having a thickness in
a range ol 0.4 to 1.2 mm, wherein the mold has a gate
having an opening of 0.2 mm or greater and a same as or
smaller than a thickness of a portion of the die-cast
molded article separated from a gate portion and members
constituting the gate have been treated by nitrogenation at
a surface;

(2) A process described in (1), wherein one or more porous
iron members which do not allow the melted metal of the
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aluminum material to pass but allow gases to pass and are
connected to a passage of gases open to an outside are
disposed 1n portions of members surrounding the cavity of
the mold; and

(3) A process described 1in any one of (1) and (2), wherein
members which have been treated by nitrogenation at a
surface are used for constituting the cavity of the mold.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 shows a sectional view of a mold for die-cast mold-
ing used 1 an embodiment of the process of the present
1nvention.

The numbers in FIG. 1 have the following meanings:
1: A mold for die-cast molding
2: A fixed mold
3: A movable mold
3a: A main mold
3b: An inner mold
3c: A pressing mold
4: A passage of gases
5: A cavity for a heat radiating plate
5': A pin portion of a heat radiating plate
6: A porous member
7: A sleeve
8: A melted metal of an aluminum material
9. A gate
10: A flow route
11: A plunger chip

DESCRIPTION OF THE PR
EMBODIMENTS

(L]
Y

ERRED

The aluminum material used 1n the process for producing
a thin die-cast molded article of an aluminum material of the
present invention 1s not particularly limited as long as the
aluminum material 1s a metal material comprising aluminum
as the main component. It 1s preferable that an aluminum
alloy for casting 1s used. A suitable material can be selected
from aluminum alloys for casting in accordance with the
application of the die-cast molded article.

Examples of the aluminum alloy for casting include
Al—Cu alloys, Al—=S1 alloys, Al—Mg alloys, Al—S1—Cu
alloys, Al—S1—Mg alloys, Al—Co—Cu alloys, Al—Mn—
Mg alloys, Al—Mn—Fe alloys, Al—Mn—Z7n—Fe—Mg
alloys.

In the process of the present invention, a melted metal of
the above aluminum material 1s introduced into a mold under
pressure to fill a cavity and a thin die-cast molded article of
an aluminum material having a thickness of 0.4 to 1.2 mm 1s
produced. It 1s not necessary that the entire molded article
has a thickness of 0.4 to 1.2 mm. The molded article may
have a thickness of 0.4 to 1.2 mm at a portion.

In the present mvention, a mold 1n which a gate has an
opening of 0.2 mm or greater and the same as or smaller than
the thickness of the molded article and members treated by
nitrogenation at the surface are used as the members consti-
tuting the gate 1s used. When the opening of the gate 1s
smaller than 0.2 mm, the flow of the melted metal 1s poor
and the molded article having excellent quality cannot be
obtained. When the opeming of the gate exceeds the thick-
ness of the molded article, the molded article tend to have
defects when the molded article 1s separated from the gate
and the molded article having excellent quality cannot be
obtained.

As the material of the member constituting the gate, mate-
rials which can be treated by mitrogenation such as cast 1ron,
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carbon 1ron, alloy steel and steel for nitrogenation containing
Al, Cr orV can be used.

The process for nitrogenation 1s not particularly limited. A
suitable process can be selected from conventional processes
for nitrogenation to provide wear resistance.

As the process for nitrogenation, various processes have
been developed. Among such processes, (1) the process for
nitrogenation in a salt bath, (2) the process for nitrogenation
in a gas, (3) the soit process for nitrogenation in a gas and (4)
the process for nitrogenation with 1ons are preferable.

In the process for nitrogenation in a salt bath of process
(1), a member for the treatment 1s dipped into a bath of a
mixed salt containing an alkali cyanate such as sodium cyan-
ate and potassium cyanate and treated by heating at a tem-
perature of about 500 to 700° C. Nitrides are formed with
nitrogen formed by decomposition of the alkali cyanate.

Among various processes for nitrogenation 1n a salt bath,
the Tufftride process 1s preferable. In the Tutltride process, a
bath of a mixed salt containing an alkali cyanate, an alkali
cyanide and an alkali carbonate 1s used. A member for the
treatment 1s dipped 1nto the bath of a mixed salt and nitrides
are formed under heating while a gas containing oxygen
such as the air 1s blown into the bath. Then, the member
treated by nitrogenation as described above 1s, 1n general,
dipped 1nto an oxidizing bath at 350 to 450° C. so that the
material 1s subjected to the neutralization and the quenching,
treatment.

In the process for nitrogenation in a gas of process (2), a
member for the treatment 1s heated at a temperature of about
500 to 550° C. under a stream of ammonia at a gas pressure
of about 8,000 to 10,000 Pa. In this process, ammonia 1s
decomposed on the surface of the member for the treatment
and nitrides are formed with atomic mitrogen.

In the soft process for nitrogenation 1n a gas of process
(3), a member for the treatment 1s heated at a temperature of
about 550 to 600° C. under a stream of a gas which contains
an ammonia gas and a mixed gas composed of 40% by vol-
ume of N,, 40% by volume of H, and 20% by volume of
CO, 1n amounts such that the ratio of the amounts by volume
of the ammonia gas to the mixed gas 1s about 50:50. In this
process, the cementation and the nitrogenation take place
simultaneously. The nitrogenation 1s promoted by the
cementation and the time of the treatment can be decreased
from that in the process for nitrogenation 1n a gas of process
(2).

In the process for nitrogenation with 1ons of process (4),
under the atmosphere of a mixed gas containing nitrogen and
hydrogen at a pressure of about 0.1 to 2.5 MPa 1n a closed
container, a member for the treatment 1s used as the cathode
and the wall of the container 1s used as the anode and a direct
current voltage of about 300 to 1,500 V 1s applied. In this
process, glow discharge takes place at portions close to the
surface of the member for the treatment and, as the result,
the N, gas 1s 10onized at portions close to the cathode. The N™
ion formed by the 1omization 1s accelerated to a high speed

and collides against the member for the treatment and
nitrides are formed on the surface.

By nitrogenation on the surface of the members constitut-
ing the gate 1n accordance with the above processes, the flow
ol a melted metal 1s improved by a factor of 1.5 to 2 from the
flow without the treatment by mitrogenation when the melted
metal of the aluminum material 1s mtroduced through the
gate to 111l the cavity. Wear resistance of the members consti-
tuting the gate 1s also improved and durability 1s improved.

The mold used 1n the present invention 1s not particularly
limited as long as the members constituting the gate are
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treated by nitrogenation at the surface, the gate has an open-
ing of 0.2 mm or greater and the same as or smaller than the
thickness of the molded article and a thin die-cast molded
article of an aluminum material having a thickness of 0.4 to
1.2 mm can be produced. It is preferable that the mold has a
cavity formed by fitting a fixed mold and a movable mold to
cach other and one or more porous 1ron members which do
not allow the melted metal of the aluminum material to pass
but allow gases to pass and are connected to a passage of
gases open to the outside are disposed in portions of mem-
bers surrounding the cavity of the mold.

The porous members are disposed to release gases such as
gasses dertved from lubricants present 1n a melted metal and
gases formed by the reactions and the air in the cavity to the
outside so that a decrease in the flow of a melted metal
caused by the gasses and the air in the cavity 1s prevented
when the melted metal of the aluminum material i1s intro-
duced into the mold under pressure to fill the cavity.
Therefore, 1t 1s necessary that the porous member does not
allow the melted metal of the aluminum material to pass but
allows the gasses to pass. Iron 1s used as the material of the
porous members due to durability at the temperature of the
melted metal of the aluminum material, a suitable mechani-
cal strength and weldability to the members of the mold.

The porous member 1s commercially available, for

example, as “PORCERAX” (a trade name; manufactured by
SHINTO KOGYO Co., Ltd.).

The porous members are disposed 1n portions of members
surrounding the cavity. The position for disposing the porous
member 1s not particularly limited and can be suitably
selected 1n accordance with the type of the die-cast molded
article. For example, when the die-cast molded article 1s a
heat radiating plate having a plurality of heat radiating pins
disposed on a substrate, 1t 1s advantageous that the porous
members are disposed at portions of the cavity correspond-
ing to the tips of the heat radiating pins. When the die-cast
molded article 1s a case cover of a portable electronic
instrument, 1t 1s advantageous that the porous members are
disposed at portions of members of the mold along the tlow
of the melted metal in the cavity. A single porous 1ron mem-
ber may be disposed or a plurality of porous 1ron members
may be disposed, where necessary.

The cavity 1s formed by fitting a fixed mold and a movable
mold to each other. To form the cavity, the mner surface of
one or both of the fixed mold and the movable mold may be
directly shaped concavely 1n the form of the cavity or the
inner surface of an inner molded which 1s fitted into the main
mold may be shaped concavely 1n the form of the cavity.

A preferred embodiment of the present invention will be
described with reference to the attached figure using produc-
tion of a heat radiating plate as an example.

FIG. 1 shows a sectional view of a mold for die-cast mold-
ing (for producing a heat radiating plate) used 1n an embodi-
ment of the process of the present invention. A mold for
die-cast molding 1 1s constituted with a fixed mold 2 and a
movable mold 3. The movable mold 3 1s constituted with a
main mold 3a, an inner mold 2 and a pressing mold 3c. The
main mold 3a 1s concavely shaped to form a cavity S for a
heat radiating plate. Into the main mold 3a, an 1nner mold 3b
1s fitted and fixed with bolts. In the inner mold, slits for
connection to portions for heat radiating pins 3' of the cavity
5 and porous members 6 contacting the slits are disposed.
Each porous member 6 1s made of iron, has the property of
not allowing a melted metal of the aluminum material to
pass but allowing gases 1n the cavity to pass and 1s connected
to a passage of gases 4 which 1s disposed on the pressing
mold 3¢ and open to the outside.
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The cavity 5 1s connected to a gate 9 which has been
treated by nitrogenation and has an opening in the range
described above. The 1nside of the gate 9 1s connected con-
tinuously to the inside of a sleeve 7 via a flow route 10. In the
sleeve 7, a plunger chip 11 for injecting a melted metal 8 1n
the sleeve into the cavity under a pressure of 500 to 1,000
kg/cm? 1s disposed.

When a die-cast molded article of an aluminum material
1s produced, the main mold 3a into which the mner mold 3b
1s {itted 1s heated by a heater which 1s not shown 1n the figure
at a temperature which allows the molding to proceed. The
members forming the cavity 5 are coated with a mold release
to facilitate taking out the produced die-cast molded article
and the fixed mold 2 and the movable mold 3 are closed. The
melted metal of an aluminum material (the temperature:
about 680 to 800° C.) 8 contained 1n the sleeve 7 1s injected
from the gate 9 via the flow route 10 into the cavity 5 by the
plunger chip 11 under a pressure of 500 to 1,000 kg/cm” to
{11l the cavity. Gases formed by the injection of the melted
metal under pressure and the air inside the cavity are
smoothly released to the outside through the porous mem-
bers 6 and the passage of gases 4. Therefore, the melted
metal of an aluminum matenal 1s easily introduced into the
mold to fill the cavity and easily flows into the portion corre-
sponding to the tips of the heat radiating pins 5'.

When the filling of the melted metal of the aluminum
material mto the cavity 1s completed as described above, the
mold for die-cast molding 1 1s cooled in 5 to 8 seconds by a
cooling apparatus which 1s not shown 1n the figure and the
fixed mold 2 and the movable mold 3 are opened. The die-
cast molded article 1s separated from the main mold 1 by
pushing by an ejector pin which i1s not shown 1n the figure
and the gate portion 1s separated from the molded article.

The heat radiating plate thus produced has excellent qual-
ity without defects such as burrs and pores. In accordance
with this process, a heat radiating plate having heat radiating
pins having a thickness smaller than 1 mm and preferably
about 0.4 to 0.8 mm can be easily produced.

As described above, by disposing the porous members,
the tlow of the melted metal in the cavity 1s improved and a
thin die-cast molded article of an aluminum material having,
excellent quality can be obtained. To further improve the
flow property, where desired, the surface of the members
constituting the cavity may be treated by nitrogenation in the
same manner as that for the members constituting the gate.

To summarize the advantages of the present invention, in
accordance with the process of the present invention, a thin
die-cast molded article of an aluminum material having a
thickness of 0.4 to 1.2 mm and exhibiting excellent appear-
ance can be produced efficiently with excellent tlow through
the gate portion by using a mold having a narrow gate.

The process of the present mvention can be advanta-
geously applied for producing heat radiating plates and case
covers ol portable electronic instruments.

EXAMPLES

The present invention will be described more specifically
with reference to an example 1n the following. However, the
present invention 1s not limited to the example.

Example 1

Using a mold having a gate having an opening of 0.3 mm,
which 1s shown 1n FIG. 1, as the mold, a die-cast heat radiat-
ing plate of an aluminum material having a plurality of heat
radiating pins which had a thickness of 0.5 mm, a height ol 7
mm and a width of 100 mm and were disposed on a substrate
was produced.
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The surface of the members constituting the gate made of
steel SKID-61 were treated by nitrogenation 1n a salt bath 1n
accordance with the Tufltride process as follows.

The members for the treatment were dipped 1nto a mixed
salt bath containing sodium cyanate, potassium cyanide and
sodium carbonate and treated by heating at 600° C. for 60
minutes while the air was blown into the bath. The treated
members were dipped into an oxidizing bath at 450° C. for
30 minutes and then cooled.

An Al—Mn——¢ alloy (DM2) was used as the aluminum
material and a heat radiating plate was produced 1n accor-
dance with the process described above. A heat radiating
plate having heat radiating pins having a thickness of 0.5
mm and exhibiting excellent quality was obtained without
defects such as burr and pores. The temperature of the
melted metal was 740° C., the pressure of injection of the
melted metal was 650 kgf/cm” and the time of injection was
0.2 seconds. The flow of the melted metal through the gate
was excellent.

Another heat radiating plate was produced 1n accordance
with the same procedures as those conducted above except
that a mold having a gate having an opening of 0.4 mm was
used. The flow of the melted metal through the gate was
excellent.

Comparative Example 1

In accordance with the same procedures as those con-
ducted 1n Example 1 except that the surface of the members
constituting the gate was not treated by mitrogenation, a die-
cast heat radiating plate of an aluminum material having a
plurality of heat radiating pins having a thickness of 0.5 mm,
a height of 7 mm and a width of 100 mm and disposed on a
substrate was produced.

As the result, the temperature of the melted metal was
740° C., the pressure of mjection of the melted metal was
900 kgf/cm?® and the time of injection was 0.3 seconds. The
flow of the melted metal through the gate was poor with
fluctuations during the molding. The obtained heat radiating
plate was not uniform and some of the heat radiating pins
had a height of 7-(0.5 to 3.5) mm 1n contrast to the height of
7 mm 1n the product obtained 1n Example 1.

What 1s claimed 1s:

1. A process for producing a thin die-cast molded article
of an aluminum alloy for casting comprising filling a cavity
of a mold with a melted metal of the aluminum alloy for
casting under pressure and producing a die-cast molded
article of the aluminum alloy for casting having a portion
having a thickness in a range of 0.4 to 1.2 mm, wherein [the]
said mold has a gate having an opening of 0.2 mm or greater
and a same as or smaller than a thickness of [a] an edge
portion of [the] said die-cast molded article [separated from
a] adjacent to said gate [portion] and [members] wherein a
member constituting [the] said gate [have been treated by
nitrogenation at a surface] ras a nitrogenation layer for pro-
viding improved fluidity for the melted metal of the alumi-
num allov at said gate when introduced into said cavity.

2. A process according to claim 1, wherein members
which have been treated by nitrogenation at a surface are
used for constituting the cavity of the mold.

3. A process according to claim 1, wherein one or more
porous 1iron members which do not allow the melted metal of
the aluminum alloy for casting to pass but allow gases to
pass and are connected to a passage of gases open to an
outside are disposed 1n portions of members surrounding the
cavity of the mold.

4. A process according to claim 3, wherein members
which have been treated by nitrogenation at a surface are
used for constituting the cavity of the mold.
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5. A process according to claim 1, wherein the aluminum
alloy for casting is one selected from Al—Cu alloys, Al—Si1
alloys, Al—Mg alloys, Al-—S1—Cu alloys, Al-—S1—Mg
alloys, Al—Co—Cu alloys, Al—Mn—Mg alloys,
Al—Mn—7Fe alloys, and Al—Mn—Z7n—Fe—Mg alloys.

6. A process for producing a thin die-cast molded article
of an aluminum material for casting comprising filling a
cavity of a mold with a melted metal of the aluminum mate-

rial for casting underv pressure and producing a die-cast
molded article of the aluminum material for casting having

a portion having a thickness in a range of 0.4 to 1.2 mm,
wherein said mold has a gate having an opening of 0.2 mm
or greater and a same as or smaller than a thickness of an
edge portion of said die-cast molded article adjacent to said
gate and whervein a member constituting said gate has a
nitrogenation layver for providing improved fluidity for the
melted metal of the aluminum material at said gate when
introduced into said cavity.

7. A process according to claim 6, wherein members
which have been treated by nitrogenation at a surface are

used for constituting the cavity of the mold.

5

10

15

10

8. A process according to claim 6, wherein one or more
porous ivon members which do not allow the melted metal of
the aluminum material for casting to pass but allow gases to
pass and are connected to a passage of gases open to an
outside are disposed in portions of members surrounding the
cavity of the mold.

9. A process according to claim 8, wherein members
which have been treated by nitrogenation at a surface are
used for constituting the cavity of the mold.

10. A process according to claim 6, wherein the aluminum
material for casting comprises a material selected from a
group consisting of Al—Cu alloys, AI-—Si alloys, Al—Mg,
alloys, Al—Si—Cu alloys, AI—Si—Mg alloys, Al—Co—Cu
alloys, Al—Mn—»Mg alloys, Al—Mn—Fe allovs, and
Al—Mn—Z/n—Fe—Mg alloys.

11. A process according to claim 6, wherein the gate of the
mold has an opening of 0.6 mm or smaller.
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