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3D computer simulation of die filling process
for metal injection molding tensile rod
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(1. State Key Laboratory for Power Metallurgy, Central South University, Changsha 410083, China;

2. College of Materials Science and Engineering, University of Science and Technology of Beijing, Beijing 100083, China)

Abstract: The 3D simulation of cemented carbide feedstock filling simple geometric cavity was investigated by
using the Z— Buffer solid observation function of ANSYS. The effects of the three main parameters on the fill-
ing process, including inlet position, inlet size, wall temperature, were discussed, respectively. The condi-
tions for some defects, which often appear in the process of the metal powder injection molding, were also pre-
dicted. The simulation results show that good I- shape green compacts of cemented carbide could be obtained
when the volume flow velocity, the dimensions of lateral inlet size, the wall temperature and the injection tem-
perature are 60cm3/s, 4 mm X 1 mm, 320K and 400K, respectively, which is proved to be consistent with the
experimental results.
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