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Abstract

Powder injection molding is applied to
product precision metallic or ceramic parts.
This research intends to use injection
molding and C-Mold filling anaysis to
improve the quality of thin Al,O; molded
parts.

C-Mold filling analysis proves helpful in
predicting of filling pattern and in the design
of runners and gates. Based on these
simulation results , it was found in higher

mold temperature and higher injection speed ,

the product has more equal quality.
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