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Abstract 

A high strength (Yield strength ≥ 320 MPa) and high ductility (Tensile elongation ≥ 10 %) 

die–cast aluminium alloy was first developed. The AlSiCuMgMn alloy processed by high 

pressure die casting can provide the high yield strength of 321 MPa, the high ultimate tensile 

strength of 425 MPa and the high ductility of 11.3 %, after solution treated at 510 °C for 30 

min and aged at 170 °C for 12 h. The alloy demonstrated 150 % increase in ductility over the 

reported most advanced die–cast aluminium alloy, also comparable tensile properties to the 

6000 series wrought aluminium alloys but with much lower manufacturing cost. The as–cast 

microstructure of the alloy mainly contained the primary α1–Al phase solidified in the shot 

sleeve, the secondary α2–Al phase solidified in the die, the Al–Si eutectic phase and the 

intermetallic phases Q–Al5Cu2Mg8Si6 and θ–Al2Cu. The intermetallic phases Q and θ were 

dissolved into the α–Al matrix during solution. Nanoscale precipitates Q' and θ' were 

precipitated from the α–Al matrix for the strengthening of the alloy through ageing treatment. 

Multiple effects resulted in the high ductility of the alloy. 
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1. Introduction 

High pressure die casting (HPDC) is a near–net shape manufacturing process in which 

molten metal is injected into a metal mould at high speed and solidified under high pressure. 

HPDC has been widely used in producing thin wall aluminium and magnesium alloy 

components with high dimensional accuracy, high production efficiency, and considerable 

economic benefit for automotive and other industries [1–5]. However, the turbulent flow and 

the consequent entrapment of air during die filling is an inherent problem for HPDC, which 

results in the formation of gas porosity in HPDC castings [6–8]. The presentence of gas 

porosity decreases the possibility of the further strengthening of HPDC castings through heat 

treatment due to blistering. Therefore, the application of HPDC is normally limited to low 

strength as–cast non–structural components not requiring heat treatment for strengthening. 

Recent development in manufacturing lightweight components requires the die–cast 

aluminium alloys to be able to provide higher strength and high ductility. High strength and 

high ductility (Yield strength ≥ 320 MPa, Elongation ≥ 10 %) die–cast aluminium alloys are 

attractive in industry, because they are comparable with the tensile properties of 6000 series 

wrought aluminium alloys [9–12], but with much lower manufacturing cost. The problem is 

that the as–cast tensile properties of the currently available die–cast aluminium alloys are 

usually low, with a yield strength of 130~170 MPa and an elongation of 3~5 % [13]. 

Explorations were done to develop die–cast aluminium alloys with higher as–cast strength 

[14–18]. Hu et al. [14] reported a die–cast Al–Mg–Si–Mn alloy with a yield strength of 183 

MPa. Zhang et al. [15] developed an Al–5Mg–0.6Mn die–cast alloy with a yield strength of 

212 MPa. However, the as–cast yield strength of the currently developed die–cast aluminium 

alloys is still around the low level of 200 MPa [15,18]. 
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The successful development of the vacuum assisted HPDC has provided the capability 

of producing castings with much reduced gas porosities, which enables the further 

strengthening of the as–cast heat treatable die–cast alloys through heat treatment [19–24]. Ji 

et al. [13,25] developed a high strength Al–10Mg–3.5Zn–3Si die–cast alloy exhibited the 

yield strength of 320 MPa, the UTS of 420 MPa and the tensile elongation of 4.5 % after 

solution and ageing heat treatment. The tensile elongation of 4.5 % was the highest reported 

ductility in association with a high yield strength of 320 MPa for die–cast aluminium alloys 

processed by HPDC. Die–cast aluminium alloy with both high yield strength above 320 MPa 

and high ductility over 10 % is still unachievable. 

The objective of the present work is to develop a die–cast aluminium alloy to achieve 

the high yield strength above 320 MPa and the high ductility over 10 %. HPDC was applied 

for the processing of the alloy. The microstructure, mechanical properties and the 

strengthening mechanism of the alloy under as–cast and heat treatment condition were 

investigated. 

2. Experimental 

2.1. Materials and melt preparation 

The AlSiCuMgMn die–cast alloy, with the actual composition of 8.82wt.%Si, 

1.71wt.%Cu, 0.40wt.%Mg, 0.50wt.%Mn, 0.18wt.%Fe, 0.13wt.%Ti and balanced Al, was 

melted in a 15–kg capacity clay–graphite crucible using an electric resistance furnace. During 

melting, the temperature of the furnace was controlled at 750 °C, and a melt of 10 kg was 

prepared. The melt was held for one hour to ensure the good homogenisation of the 

composition, since the melt was prepared based on the addition and melting  of pure Al, pure 

Mg and Al–50 wt.% Si, Al–50 wt.% Cu, Al–20 wt.% Mn, Al–45 wt.% Fe and Al–10 wt.% Ti 

master alloys. The activated element Mg was over added by 5 % to compensate its burning 

loss during the holding of the melt. After one hour of homogenisation, Al–10 wt.% Sr master 

alloy was added into the melt to make the defined Sr content of 200 ppm, for modifying the 

morphology of the eutectic silicon phase during solidification. The melt was then degassed 

through injecting pure argon into the melt by using a rotary degassing impeller at a speed of 

350 rpm for 5 min. After degassing, the melt was covered by the commercial granular flux, 

and the melt was hold for 10 min for temperature recovery, followed by the HPDC. 

2.2. High pressure die casting 

A 4500 kN cold chamber HPDC machine was applied for the present HPDC, as shown 

in Fig. 1(a). Fig. 1(b) shows the die–set in the cold chamber HPDC machine. The casting die 

was heated by the circulation of mineral oil at 120 °C, and the shot sleeve was heated by the 

circulation of compressed hot water. The prepared AlSiCuMgMn alloy melt was loaded into 

the shot sleeve for HPDC. The pouring temperature of melt was controlled exactly at 690 °C 

measuring by the K–type thermocouple. Eight ASTM B557 standard round tensile test bars 

with a gauge dimension of ϕ6.35 mm × 50 mm were casted under each HPDC shot, as shown 

in Fig. 1(c). 
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Fig. 1. (a) Cold chamber high pressure die casting machine and (b) die–set in the machine, and (c) cross 

section of die–set showing the round tensile test bars casted by the die. 

2.3. Heat treatment and mechanical properties tests 

After kept at ambient condition for at least 24 h, the as–cast tensile test bars processed 

by HPDC were subjected to T6 heat treatment in an electrical furnace equipped with forced 

air circulation, including solution treatment and subsequent artificial ageing. Solution 

treatment was carried out at 510 °C for 30 min, followed by immediate water quenching to 

room temperature. Ageing treatment was performed at 170 °C for 12 h, followed by air 

cooling to room temperature. Tensile tests were conducted at room temperature following the 

ASTM standard using an Instron 5500 Universal Electromechanical Testing System. The 

gauge length of the extensometer was 50 mm and the ramp rate for extension was 1 mm/min. 

Each tensile data reported with standard deviation was based on the testing of at least six 

samples. Vickers hardness test was conducted on a FM–800 hardness tester with an applied 

load of 10 kg for 10 s, and 10 to 12 measurements were performed for each sample with the 

average reported as the hardness. 

2.4. Microstructure characterization 

The specimens for microstructure characterization were cut from the middle of ϕ6.35 

mm round tensile test bars. The microstructure was examined using the Zeiss optical 

microscopy (OM), the Zeiss SUPRA 35VP scanning electron microscope (SEM) equipped 

with energy dispersive X–ray spectroscopy (EDS) and the JEOL–2100 transmission electron 

microscopy (TEM). The specimens for OM and SEM analysis were prepared by the standard 

technique of grinding. Polarized OM observation was performed after anodised with Barker 

solution (97 vol.% H2O and 3 vol.% HBF4). SEM analysis was conducted after etching with 

15 vol.% HCl. Post–loading fracture analysis was also performed via SEM. Thin specimens 

for TEM observation were prepared by standard electropolishing. The electrolytic solution 

was a mixture of nitric acid and methyl alcohol (2:8), used at –20 to –30 ℃ and 20 V. TEM 

operating at 200 kV was used for bright field imaging, select area diffraction pattern (SADP) 

analysis, and high–resolution transmission electron microscopy (HRTEM) imaging. 

3. Results & discussion 

3.1. Microstructure 

3.1.1. OM microstructure 

        Fig. 2(a) shows the polarized optical micrograph of the as–cast AlSiCuMgMn alloy 

processed by HPDC. Two kinds of α–Al phase with different size were found in the as–cast 
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alloy, i.e., the primary α1–Al phase solidified in the shot sleeve and the secondary α2–Al 

phase solidified in the die cavity. The size of the α2–Al phase is much finer than that of the 

α1–Al phase, due to the higher cooling rate in the die cavity. Figs. 2(b), (c) and (d) show the 

polarized optical micrographs of the AlSiCuMgMn alloy processed by HPDC after solution 

treated at 510 °C for 0.5h, 1h and 2h, respectively. The α1–Al phase and the α2–Al phase 

were also present in the alloy after solution treatment, but the α1–Al phase and the α2–Al 

phase in the solution treated alloy were observed coarsening gradually with increasing 

solution time, when compared with that in the as–cast alloy. The coarsening of the α–Al 

phase during solution treatment was due to the high temperature diffusion and the growth and 

merging of α–Al grains. Solution at 510 °C for 0.5h was found enough for the good 

spheroidisation of the eutectic Si phase and the solid solution of the intermetallic phases in 

Section 3.1.3 and 3.1.4, and longer solution time will increase the risks of grain coarsening 

and blistering, so 0.5h was chosen as the solution time for the present alloy. 

 

Fig. 2. Polarized optical micrographs showing the primary α1-Al phase nucleated in the shot sleeve and the 

secondary α2-Al phase nucleated in the die cavity in the AlSiCuMgMn alloy processed by high pressure 

die casting: (a) as–cast, (b) solution at 510 °C for 0.5h, (c) solution at 510 °C for 1h and (d) solution at 510 

°C for 2h. 

3.1.2. As–cast SEM microstructure 

        Fig. 3(a) and Fig. 3(b) show the low magnification and high magnification SEM 

morphology of the as–cast AlSiCuMgMn alloy processed by HPDC, respectively. From Fig. 

3(a), the α1–Al phase and the α2–Al phase were also observed in the as–cast alloy under 

SEM. From Fig. 3(b), Al–Si eutectic phase and the Cu–containing intermetallic phases Q–

Al5Cu2Mg8Si6 and θ–Al2Cu were also identified in the as–cast alloy. The eutectic Si phase 

was properly modified to the fine fibrous structure by the addition of Sr [26,27]. It has been 

well reported and confirmed by literatures that Q–Al5Cu2Mg8Si6 phase and θ–Al2Cu phase 
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are the only two Cu-containing intermetallic phases always present in the gravity cast and 

die-casting Al–Si–Cu–Mg alloys [24,28,29]. The EDS results of the two intermetallic phases 

present in the present alloy agreed with the reported Q–Al5Cu2Mg8Si6 phase and θ–Al2Cu 

phase in atomic ratio, which confirm the existence of the Q–Al5Cu2Mg8Si6 and θ–Al2Cu 

intermetallic phases in the present alloy, as shown in Figs. 3(c) and (d). The intermetallic 

phases Q and θ mainly distribute in the grain boundary and near the Al–Si eutectic area. 

 

Fig. 3. SEM micrographs showing (a,b) the morphology of different phases, (c) EDS of θ phase and (d) 

EDS of Q phase of the as–cast AlSiCuMgMn alloy processed by high pressure die casting. 

3.1.3. SEM microstructure after heat treatment 

        Fig. 4(a) and Fig. 4(b) show the low magnification and high magnification SEM 

morphology of the AlSiCuMgMn alloy processed by HPDC, separately, after T6 heat 

treatment. From Fig. 4(a), the α1–Al phase and the α2–Al phase were still in the alloy after T6 

heat treatment. From Fig. 4(b), the eutectic Si phase was changed into the spheroidal 

morphology. The EDS result in Fig. 4(c) verifies that the spheroidal phase is the Si phase. 

The spheroidisation of the Si phase is attributed to the solution heat treatment, and it is 

beneficial to the mechanical properties especially ductility [26]. In addition, the intermetallic 

phases Q–Al5Cu2Mg8Si6 and θ–Al2Cu were hardly observed in the T6 heat–treated 

microstructure, which indicated that the intermetallic phases Q–Al5Cu2Mg8Si6 and θ–Al2Cu 

were well dissolved into the α–Al matrix after the solution treatment. The well solution of 

intermetallic phases Q–Al5Cu2Mg8Si6 and θ–Al2Cu could result in the precipitation of 

nanoscale strengthening precipitates in the α–Al matrix after ageing treatment, which 

contributes to the precipitation strengthening of the alloy after T6 heat treatment. 
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Fig. 4. SEM micrographs showing (a,b) the morphology of different phases and (c) EDS of Si phase of the 

AlSiCuMgMn alloy processed by high pressure die casting after T6 heat treatment.    

3.1.4. Solid solution effect 

        Figs. 5(a) and (c) show the EDS result of the alloying element solution into the Al 

matrix of the as–cast AlSiCuMgMn alloy. The amounts of the Mg and Cu elements solution 

into the Al matrix of the as–cast alloy were 0.28 wt.% and 0.33wt.%. Figs. 5(b) and (d) show 

the EDS result of the alloying element solution into the Al matrix of the AlSiCuMgMn alloy 

after solution treated at 510 °C for 0.5h. The amounts of the Mg and Cu elements solution 

into the Al matrix of the solution treated alloy increased to 0.38 wt.% and 1.62 wt.%, which 

were close to the full amounts of 0.40 wt.% Mg and 1.71 wt.% Cu in the alloy, indicating the 

well dissolving of the intermetallic phases Q and θ after solution at 510 °C for 0.5h. From 

Figs. 5(c) and (d), the amount of Si solution into the Al matrix of the alloy kept nearly the 

same (~1.4 wt.%) before and after solution treatment, indicating that the spheroidisation of 

the eutectic Si phase happened in-situ in the grain boundary and no dissolving of Si into the 

Al matrix during solution treatment. It should be mentioned that the EDS analysis in Fig. 5 

was conducted on the samples without etching to give accurate EDS results. 
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Fig. 5. SEM results showing the solid solution of alloying elements in the AlSiCuMgMn alloy processed 

by high pressure die casting: (a,c) as–cast and (b,d) after solution treated at 510 °C for 0.5h.   

3.2. Mechanical properties 

3.2.1. As–cast tensile properties 

Fig. 6(a) shows the tensile stress–strain curves of the as–cast AlSiCuMgMn alloy 

processed by HPDC. The as–cast AlSiCuMgMn alloy processed by HPDC has strong strain 

strengthening effect, with a strain strengthening of ~ 180 MPa during the plastic deformation 

stage. The impediment of the grain boundary sliding by the intermetallic phases in the grain 

boundary contributes to the significant strain strengthening of the as–cast alloy. Fig. 6(b) 

shows the tensile properties of the as–cast AlSiCuMgMn alloy processed by HPDC. The 

yield strength, UTS and elongation of the as–cast alloy processed by HPDC are 189.1±3.7 

MPa, 372.2±5.5 MPa and 8.0±1.1 %, respectively. The UTS of the as–cast AlSiCuMgMn 

alloy is superior to the currently reported advanced die–cast aluminium alloys [14–18]. 
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Fig. 6. (a) Tensile stress–strain curves and (b) tensile properties of the as–cast AlSiCuMgMn alloy 

processed by high pressure die casting. 

3.2.2. Tensile properties after solution heat treatment 

        Fig. 7(a) shows the tensile stress–strain curves of the AlSiCuMgMn alloy processed by 

HPDC, after T4 heat treatment, i.e., solution treated at 510 °C for 0.5h and followed by water 

quench. Fig. 7(b) shows the tensile properties of the alloy after T4 heat treatment. The yield 

strength, UTS and elongation of the T4 heat–treated alloy are 210.8±2.1 MPa, 390.8±3.9 

MPa and 20.7±0.7 %, respectively. The yield strength of the T4 heat–treated alloy is 21.7 

MPa higher than that of the as–cast alloy due to solution strengthening. The T4 heat–treated 

alloy has similar strong strain strengthening of 180 MPa to the as–cast alloy. Compared with 

the as–cast alloy, the ductility of the T4 heat–treated alloy is improved significantly by 159 

%, due to the well solution of the intermetallic phases in the grain boundary into the matrix 

and the in-situ spheroidisation of the eutectic Si phase in the grain boundary. 

 

Fig. 7. (a) Tensile stress–strain curves and (b) tensile properties of the AlSiCuMgMn alloy processed by 

high pressure die casting after T4 heat treatment. 

3.2.3. Evolution of ageing hardness 

Fig. 8 shows the evolution of the Vickers hardness (HV) of the AlSiCuMgMn alloy 

processed by HPDC versus ageing time at an ageing temperature of 170 °C, after solution at 

510 °C for 30 min. The hardness of the AlSiCuMgMn alloy first increases sharply with 

ageing time till 4 h, then increases slightly with ageing time till reaching the highest peak at 

12 h, subsequently decreases to the valley at 14 h and increases again to the secondary peak 

at 16 h, after decreases again. The increase of hardness is attributed to the precipitation of the 

metastable precipitates, and the decrease of hardness results from the transformation of 
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metastable precipitates to stable precipitates. The metastable precipitates are coherent with 

the Al matrix and have the strongest strengthening effect, while the stable precipitates are not 

coherent with the Al matrix and have much weaker strengthening effect. 

 

Fig.8. Evolution of the hardness (HV) of the AlSiCuMgMn alloy processed by high pressure die casting 

versus ageing time after solution treated at 510 °C for 30 min. 

3.2.4. Tensile properties after solution and ageing treatment 

Fig. 9(a) shows the tensile stress–strain curves of the AlSiCuMgMn alloy processed by 

HPDC, after T6 heat treatment, i.e., solution treated at 510 °C for 30 min and peak ageing 

treated at 170 °C for 12 h, and all the descriptions of T6 heat treatment in the text mean the 

same solution and ageing specification. The strength and the ductility of the T6 heat–treated 

AlSiCuMgMn alloy is significantly higher than that of the as–cast alloy, while the strain 

strengthening of ~ 100 MPa during the plastic deformation stage of the T6 heat–treated alloy 

is weaker than that of the as–cast alloy. The precipitation strengthening results in the increase 

of strength in the T6 heat–treated alloy, and the spheroidization of the Si phase and the well 

solution of the intermetallic phases lead to the increase of ductility in the T6 heat–treated 

alloy. According to Section 3.2.2, the strain strengthening (~180MPa) of the alloy after 

solution treatment was the same as that of the as–cast alloy, but the eutectic Si phase in the 

grain boundary was changed and the intermetallic phases in the grain boundary were well 

dissolved into the Al matrix after solution treatment, when compared with the as–cast 

condition. Thus the change of the eutectic Si phase and the dissolving of the intermetallic 

phases in the grain boundary during solution treatment do not play an important role for the 

change of the strain strengthening of the alloy, and the decrease of the strain strengthening to 

~100MPa in the T6 heat–treated alloy was mainly attributed to the decrease of the strain 

strengthening capability of the Al matrix by the precipitation strengthening of the Al matrix 

after ageing treatment.  
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Fig. 9. (a) Tensile stress–strain curves and (b) tensile properties of the AlSiCuMgMn alloy processed by 

high pressure die casting after T6 heat treatment. Reference [25] was the reported die–cast aluminium 

alloy with the most advanced tensile properties. 

Fig. 9(b) shows the tensile properties of the AlSiCuMgMn alloy processed by HPDC, 

after T6 heat treatment. The T6 heat–treated AlSiCuMgMn alloy has high yield strength of 

320.7±3.5 MPa, high UTS of 425.4±2.6 MPa and high ductility of 11.3±1.2 %. The reported 

die–cast aluminium alloy with the most advanced tensile properties was the Al–10Mg–

3.5Zn–3Si alloy, which exhibited the yield strength of 320±18 MPa, the UTS of 420±15 MPa 

and the elongation of 4.5±1.1 %, and it was chosen as the reference [25] in comparison with 

the present alloy, see Fig. 9(b). The yield strength and UTS of the present AlSiCuMgMn 

alloy are slightly higher than that of the reference alloy, but the fluctuations of the yield 

strength and UTS of the present alloy are significantly lower than that of the reference alloy, 

with the standard deviations of the yield strength and UTS that are only 19.4 % and 17.3 % of 

the reference alloy, respectively. The present alloy has more stable strength than the reference 

alloy. In addition, the elongation of the present alloy is significantly higher than that of the 

reference alloy, with the increase of elongation by 150 % over the reference alloy. 

3.3. Precipitate strengthening 
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Fig. 10. TEM images taken along (a,b) <011>Al axis and (c,d) <001>Al axis showing the precipitation 

strengthening of the AlSiCuMgMn alloy processed by high pressure die casting after T6 heat treatment, 

(a,b,c) bright field image of precipitates, (d) SADP of (c). 

 

        Fig. 10(a) and Fig. 10(b) present the bright field TEM micrographs taken along the 

<011>Al axis showing the precipitate strengthening in the AlSiCuMgMn alloy processed by 

HPDC, after T6 heat treatment. Nanoscale precipitates with high number density were 

observed precipitated from the interior of α–Al grains, for the strengthening of the α–Al 

matrix. Fig. 10(c) shows the bright field TEM micrograph taken along the <001>Al axis 

showing the precipitates in the AlSiCuMgMn alloy processed by HPDC, after T6 heat 

treatment. Fig. 10(d) shows the SADP of Fig. 10(c). Q' and θ' precipitates were identified 

coexisting in the α–Al matrix by EDS analysis, and HRTEM imaging and FFT patterns 

shown in Fig. 11. Cu, Mg and Si were included in the Q' precipitate, while only Cu was 

included in the θ' precipitate, under EDS analysis. In addition, the Q' precipitate has a larger 

thickness than the θ' precipitate, and these two precipitates can be easily distinguished in 

bright field TEM image by thickness, as indicated by the arrows in Fig. 10(c). 
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Fig. 11. HRTEM images taken along <001>Al axis showing the (a,b) θ′ precipitate and (c,d) Q′ precipitate 

in the AlSiCuMgMn alloy processed by high pressure die casting after T6 heat treatment, (b) FFT pattern 

of (a), (d) FFT pattern of (c). The θ′ orientation relationship is (001)Al//(001)θ′, [100]Al//[100]θ′. The Q′ 

orientation relationship is (001)Al//(0001)Q′, [100]Al//[51-40]Q′. 

        Fig. 11(a) presents the HRTEM image taken along the <001>Al axis showing the θ' 

precipitate in the AlSiCuMgMn alloy processed by HPDC, after T6 heat treatment. Fig. 11(b) 

shows the fast Fourier transform (FFT) pattern of Fig. 11(a), and the FFT pattern is consistent 

with the reported FFT pattern of the θ' precipitate [24,28,30], in addition, only Cu was 

included in the precipitate by EDS analysis, and these results verify that the precipitate shown 

in Fig. 11(a) is the θ' precipitate. The orientation relationship between the matrix and the θ' 

precipitate was indexed as (001)Al//(001)θ′ and [100]Al//[100]θ′, as shown in Fig. 11(b). Fig. 

11(c) presents the HRTEM image taken along the <001>Al axis showing the Q' precipitate in 

the AlSiCuMgMn alloy processed by HPDC, after T6 heat treatment. Fig. 11(d) shows the 

FFT pattern of Fig. 11(c), and the FFT pattern is consistent with the reported FFT pattern of 

the Q' precipitate [24,28,30], in addition, Cu, Mg and Si were included in the precipitate by 

EDS analysis, and these results verify that the precipitate shown in Fig. 11(c) is the Q' 

precipitate. The orientation relationship between the matrix and the Q' precipitate was 

indexed as (001)Al//(0001)Q′ and [100]Al//[51-40]Q′, as shown in Fig. 11(d). 

        It is well known that the Al–Si–Cu alloy is mainly strengthened by the θ' precipitate 

after T6 heat treatment. The cooperative strengthening of the Al–Si–Cu alloy by the Q' and θ' 

precipitates with Mg present was reported by Hwang et al. [29]. Yang et al. [24] also found 

the cooperative strengthening of the Al–9Si–3.5Cu–Mg die–cast alloy by the Q' and θ' 

precipitates. The present alloy agreed well with the previous reported Al–Si–Cu–Mg alloys 

regarding the cooperative strengthening by the Q' and θ' precipitates. The Q' precipitate was 

reported in lath shape, and the θ' precipitate was reported in plate shape [31]. It has been 

confirmed that the ordered metastable θ' and Q' precipitates could impart excellent 

strengthening effect of the α–Al matrix and provide a high yield strength of 300MPa [24,32]. 

The θ' precipitate in the present T6 heat–treated alloy is less than 5 nm in thickness and 50–

70 nm in length , and it has coherent interfaces with the matrix, as shown in Fig. 11(a). The 
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Q' precipitate in the present T6 heat–treated alloy is ~6 nm in thickness and 50–70 nm in 

length. The fine nanoscale Q' and θ' precipitates contribute to the high yield strength of above 

320 MPa of the present alloy after T6 heat treatment.  

3.4. Fracture morphology 

Fig. 12(a) shows the macroscopic fracture surface of the as–cast AlSiCuMgMn alloy 

tensile bar processed by HPDC. Fig. 12(b) shows the enlarged micrograph of Fig. 12(a), and 

the defect of gas pore with round shape was observed on the fracture surface, indicating the 

gas porosity, which was attributed to the entrapment of air under the high speed shot of 

HPDC. No shrinkage porosity with irregular shape was found on the fracture surface. Fig. 

12(c) shows the fracture morphology in the non–defect area of the as–cast AlSiCuMgMn 

alloy processed by HPDC, and Fig. 12(d) shows the enlarged micrograph of Fig. 12(c). No 

crack initiation was found in the non–defect area of the fracture. It was reported that the 

ductility of the alloys with defect present was determined by the size and area fraction of 

defect on the fracture surface [33–36]. Thus the fracture of the as–cast AlSiCuMgMn alloy 

processed by HPDC was controlled by the gas porosity on the fracture surface. 

 

Fig. 12. SEM morphology of the fracture surface of the as–cast AlSiCuMgMn alloy processed by high 

pressure die casting, (a) macroscopic fracture of the tensile bar, (b) gas pores on the fracture surface, (c,d) 

the enlarged fracture surface. 

Fig. 13(a) shows the macroscopic fracture surface of the AlSiCuMgMn alloy tensile bar 

processed by HPDC, after T6 heat treatment. The defect of gas pore was also observed on the 

fracture surface of the T6 heat–treated alloy, as indicated by the dashed circle in Fig. 13(b). 

The round shape of the enlarged morphology of the pore shown in Fig. 13(c) indicates that 
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the pore is the gas porosity. The presence of the defect of gas porosity on the fracture surface 

of the T6 heat–treated alloy was due to the entrapment of air in the as–cast alloy under the 

high speed shot of HPDC, and the gas porosity was kept after T6 heat treatment. Similar to 

the as–cast alloy, shrinkage porosity was also not observed in the T6 heat–treated alloy, and it 

was beneficial to ductility since irregular shaped shrinkage porosity was prone to crack by 

stress concentration. Fig. 13(d) shows the fracture morphology in the non–defect area of the 

T6 heat–treated alloy, and it comprises uniform distributed Al dimples and cracked Si [26], 

indicating the ductile fracture. According to [33–36], the fracture of the T6 heat–treated alloy 

is also attributed to the fine gas porosity on the fracture surface. The spheroidisation of the 

brittle Si phase and the solution of the brittle grain boundary intermetallic phases into the Al 

matrix lead to the significant increase of ductility by 41 % in the T6 heat–treated alloy over 

the as–cast alloy. The fine grain size of the matrix α–Al phase under the high cooling rate of 

HPDC, the fine size of gas porosity and the avoiding of shrinkage porosity in the alloy under 

HPDC, and the spheroidisation of the brittle eutectic Si phase and the solution of the brittle 

grain boundary intermetallic phases into the Al matrix during solution treatment result in the 

high ductility of the alloy after T6 heat treatment. 

 

Fig. 13. SEM morphology of the fracture surface of the AlSiCuMgMn alloy processed by high pressure 

die casting after T6 heat treatment, (a) macroscopic fracture of the tensile bar, (b) gas pores on the fracture 

surface, (c,d) the enlarged fracture surface. 

 

 

4. Conclusions 
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        (1) Die–cast AlSiCuMgMn alloy containing 8.8wt.%Si, 1.7wt.%Cu, 0.4wt.%Mg and 

0.5wt%Mn was developed. The tensile properties of the alloy under as–cast condition are 189 

MPa of yield strength, 372 MPa of ultimate tensile strength, and 8.0 % of elongation. The 

tensile properties of the alloy are 211 MPa of yield strength, 391 MPa of ultimate tensile 

strength, and 20.7 % of elongation, after solution treatment. 

        (2) The AlSiCuMgMn die–cast alloy can provide the high yield strength of 321 MPa, 

the high ultimate tensile strength of 425 MPa and the high tensile elongation of 11.3 %, after 

solution and ageing treatment. The alloy demonstrates 150 % increase in ductility over the 

reported most advanced die–cast aluminium alloy, also comparable tensile properties to the 

6000 series wrought aluminium alloys but with much lower manufacturing cost. 

        (3) The as–cast AlSiCuMgMn die–cast alloy mainly contains the primary α1–Al phase 

solidified in the shot sleeve, the secondary α2–Al phase solidified in the die cavity, the Al–Si 

eutectic phase and the intermetallic phases Q–Al5Cu2Mg8Si6 and θ–Al2Cu. The Q and θ 

phases are dissolved into the α–Al matrix after solution, and nanoscale precipitates Q' and θ' 

are precipitated from the α–Al matrix for the strengthening of the alloy after ageing. Multiple 

effects result in the high ductility of the alloy after heat treatment. 
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