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Fig. 1 Process for MIM research

Table 1. Applied schedule for debinding and sintering

Debinding Sintering

Temp.(C) Time(hr) Temp.(C) Time(hr)
Room—250 2 450—700 3
250—Keep 3 700—1000 3
250—450 3.2 1000—Keep 1
450—Keep 2.3 1000—1400 13
450—250 2 1400—Keep 2
250—0 1 1400—1000 2
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Table 2. Injection condition

Conditions Values

Ist Injection pressure & time 10.0 MPa & 3.0sec

2nd Injection pressure & time 9.5 MPa & 1.5sec

1st & 2nd injection speed 100% & 70%

Cooling and cycle time 30sec & 50sec
Temperature(H1/H2/H3) 110°C/170°C/240°C
Injection time/return time/pressure 0.5sec/0.2sec/10.0 MPa
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Process Capability of Density
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Fig. 4 Process Capability
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