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Solution of Quality of Metal Injection Molding with Virtual Experiment

JIANG Bing-yan"?, HUANG Baryun'
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2. College of Mechanical and Electrical Engineering, Central South University, Changsha 410083, China)

Abstract: To avoid the disadvantages, such as higher cost, and longer period of time, caused by the
trying mold in optimizing processing parameters of metal injection molding (MIM), MoldFlow MPI
was applied to MIM and virtual experiments for 316L stainless steel alloy mold core were carried out,
which is realized through extending the database of MPI to MIM feedstock. The results show that be-
cause of ”Runw ay effect” , there is a serious disequilibrium flow on two sides in injection molding with
a single gate, there are four obvious wave crests and troughs on flow front, there is short shot at cen-
tral pole, and there is an area to most difficultly mold in the core axis. The quality problems of break-
age, short shot and defective flow are solved by optimizing the single gate position, gate numbers and
structure design of parts. Finally, the design scheme of symmetrically double gates is adapted and the devel-
oping efficiency is improved obviously.
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