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Theory and Application Progress on Metal Powder Injection Molding
Process Computer Simulation

ZHAO Caiyi, XU Lei
(School of Materials Science and Engineering, Qingdao University of Science and Technology, Qingdao 266042, China)

Abstract: Metal powder injection molding technology was a new materials forming technology. The advantages and
disadvantages of metal powder injection molding and forming process were summarized. The computer aided simulation of
optimum adding process parameters had also been applied in metal powder injection molding. The theoretical basis,
development and current situation of computer simulation were analyzed, and the necessity and urgency of developing
computer simulation technology of metal powder injection molding process in China were put forward.
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Fig.1 Process flow chart of powder injection molding
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Fig.2 General diagram of MIM computer simulation program
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Fig.3 ‘Fountain flow’ during the process of feeding and filling meld cavity
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