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Abstract

A small — scaled powder injection moulding machine has been constructed in
this research. Injection moulding in a horizontal direction together with screw driven
controlled by a touch screen display allows continuous production of small — complex
shape products applicable in the automotive, electronics and bio — medical areas. Trial
on injection moulding of the commercial aluminium alloy reinforced with 15 vol.% SiC
particulate was carried out to evaluate the moulding parameters; i) injection moulding
temperature at 280 — 300 °C, ii) injection speed at 1600 — 1800 rpm and iii) feedstocks
prepared at 55 % and 60 % solid loading, while the mould temperature was controlled
within 80 — 90 °C. Effects of these parameters on mouldability, microstructure, density
and hardness of the composite were studied together with density, shrinkage and
distortion for injection mould design consideration. It was found that feedstock of 55 %
solid loading occasionally led to flash problem while that of higher solid loading
experienced higher viscosity to fulfill a four-cavity, torus - shaped mould. Moulding
speed investigated did not significantly affect mould filling and overall properties. After
sintering at 655 °C for 3 h, the microstructures generally showed well - distributed SiC
particulate in the aluminium matrix. Liquid phase sintering was attained, indicated by
good interface between SiC particulate and aluminium matrix. The optimum injection
moulding condition was the feedstock prepared at 60% solid loading, moulding at 290
- 300 °C, and 1800 rpm speed, which offered sintered density of 2.80 g.cm™, or greater
than 98 % theoretical density, and micro Vickers hardness of 125.2 Hv. However, high
volumetric shrinkage and minor degree of distortion after sintering was observed,
corresponding to liquid phase sintering to render densification by pore - filling and
particle rearrangement. Moreover, by taking the thickness (t) dimension of the torus
shaped sample, the moulding shrinkage (J,,) and the sintering shrinkage (J,) can be
achieved in order to obtain the oversize design factor for moulding (Z,,) and sintering
(Zs) respectively. As a result, the total oversize design factors (Z.,;) were obtained at
1.3113 and 1.2942 for feedstocks prepared at 55 % and 60 % solid loading respectively.
These values can be correlated back to the initial mould size (Ly), relevant to the desired
final product size (L). In summary, the constructed machine was found to satisfy

continuous injection moulding of the composites investigated.
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=Y aa s 2 & 2 1w v Sa s =~ v
WunBuuniesidudvesuluriiiu 58 arlilassainsganianiauadiane Ignguies
= o & ~ ¢ % ¢ < o ! 2 A % ¢ & ¢
Nian sosasunAeBuuNTUasifuivaulwiify 55 drwunuinseulagldiosidud
YoIuTIAY 52 duasdlasasisganiandusiiagnguuiniiga [4] sty lusnwideilas
d v s & & < v = % a ¢ = Ny
Wenldesidudveaudan 55 uazldansdanusenauaienisifluwing Indnefidu wavnsa
aleInlunsessNdIuNaLAINaTINITasEarateuila (multi-component binder) 1u
aztreilinginssunisiuadi asnsamdnasineanlalaedinsmuuiduswostunul il
\esanansdausazyiiniuiigaasudinuansneiy

14 Ustlewbilmndnazldiu
1.4.1 anansafimuneiesiodniusy anusnuinidn (small-scaled powder injection
moulding machine) &wmsunsuanianidesenau
1.4.2 nuiulslunsdatuzuaguefivnzay wu gamaiuasanmslunisdntu
sU dmsumsnandandelsyney



1.4.3 @33gLNnIHaNUluITa15I9INNT TEAUTIRNTOUIUIVIA TINTUHEUNT
Haulunsusyyadvnslulseinavsonislsemne

1.4.4 \Wendayaaing fansamsAnusziuuTygniuasdadindnu Aanud
aruanansonsdumaluladnsdntus fagudlitunirgnamnss

LONE1591999

[1] @InauUATYENIRRaINATTIL.

[2] Patcharawit, T., et al., Wear Resistance in Powder Metallurgy Silicon Carbide-
Reinforced Aluminium Composites. 2018, Suranaree University of Technology.
p. 105.

[3] Udomphol, T., B. Inpanya, and N. Chuankrerkkul, Characterization of
Feedstocks for Injection Molded SiCp-Reinforced Al-4.5 wt.%Cu Composite.
Advanced Materials Research, 2012. 383-390: p. 3234-3240.

[4] Patcharawit, T., B. Inpanya, and N. Chuankrerkkul, Effects of sintering on
microstructure and hardness of powder injection moulded aluminium
composites International Journal of Materials Engineering Innovation, 2014. 5(2):
p. 151-158.



UNN 2 Usnssadassaunssy

Tuunil agnanianszuiunsantugUlanens (metal injection moulding: MIM) Ua
mwdsiddglumsauaunszuIumskdn  sudanuddengiunsnasdudiulansrauas
Tangaseneuiulangdmsunisldnumadmnssy daseazdennalull

21 nszuauntsdatiugulanzug
nstusUTandsUssneuiiuezadideudenssuiunsdntugTanns [1, 21 Hudnds
nilaiildFumnudoslaefinistauauasiaumannisiadanatain Suneiunistugy
Funurnadniiiguiedudou desmsndslutimunnuastunuiinags uinsdatug
Tongnsihuidesinludomwesgunss  msdnvsevesudfsnivargunsaimstugy  iesan
syamRveslaveiiiinnuudiguardeddgumginituzugininstugudenatain Tums
Antugtlavensasdaruuandsluinnssuaunislavinelavenadniion Ao Snslduiun
voaasiafiunnnd1 Taeldgamnidntusuiimnzandieliasdaiinnisinadiiduasinems
Tongvdons¥amdnglnsauuuldiety  uwiannsoliussulumsdatugufisninissniug
dhonssvrunslaninglovensuuudady @y mstusulavendesldusedn  (powder

compaction) lagnszuiun1sanusuralavzusenaulusmetunausig q daandlugun 2.1

Metal Injection Molding Process
Metal powder Binder Thermal/solvent debinding

r-’

E i
<

.08

!

h i
Brown part
Feedstock

Batch/continuous sintering

Green part / - Sintered part

[
=

;5‘1]17; 2.1 m‘iamugﬂ’?aﬂqm (powder injection molding) (https://www.mpif.org)

o msaukdlany (powder mixing) @unsavinlalun vusNa WU nilpuaLNalwHg
lavgnsonadannAulin audnsidiunaunfeanis

o msuauaIdaiaInSeuIusauLn (feedstock preparation) Wuduneufidfy
281989 La991INN1SIaNsEn A luwarluUS I WL L auEvin AT WUl
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ANNAINTAIUNTEARIVBIHES (high compaction) wagnalitinn1sluadiig
(good flowability)

o M33nTuzu (Injection moulding) ndudedldanmgiuazsvesiaimuianly
mavinbiansinreos 9 afanuwdausdlitugunuseninensdatugy

o N13719AF1589 (debinding) Fesznaushansidnanstaldansazans ey
asBaursviineendewvnnsiinansdalaglimnuieu Ssiedldgumndl Sns1ns
Tanudou uazsvavnanfivunyay tnsasvilianstndes o deuanwluiioliled
Funuidauudusmeuarldiliaamsuiamnes

o MWD (sintering) Yuagiuladevatguszn1s Wy ANUMUILUWEUAY (initial
density) ¥HAKALIUIATBIHITAR UTTEINA QNN TrEElIALAEnTINITIAAI
Foulumsiruiln

1INNAIUITEVRS T. Patcharawit wagany [3] MHuin ladnwiandausenauiiy
avgiiflen (nosuns 4.5 Weiludlagunin) iaSuussimseunindansuaisludniiauin
aunAWdY 18.9 luaseu HANMIENTEUIUNTAATUTUIAANINUTY NISHALNSIanMIevdoun
o @ a & = A a = o v
d113UN1IAATVUFUNILAZNITININUNNYINGURNA 660-700 DIALYALTEE anunsavilila
lassasedanBalsenauniendinsmantn In15nsenevetounindaneuastunegianiy
avnavelulaveiuorglillon Awandlugunl 2.2 a) - b) IneTandausenauilafiaiauuds
a dytu ! a 2 aa ¢ o Y
WwagUsEaNn 78 - 82 H, wenanildmuil nsiudsunneteunaganeunsiuavinlines
Wingaumainsindnaleiuiu. endieghaty MsiuUSinMeunIAZaneuA1sluAaIN 10
Wesiudlaeusuasludu 40 % lneuiues feafiugamgisusulunismaniinain 660
= & = & v g XA & & a A
aerwaea LUy 780 asrwalfea Wusu Nyilillesnnliedusuiivsuiuvesaynia
FamouansluanunniTuaziinnissaunguiureseunIndaneuastuadadunisiiuiiunisesse
seinveuniadaneuansludsneiues Wunavilinsunsifialdenuiniu o gamafiivinnig
wndn wazdamuiniansvanesnvesnguaunIrdineuanslualINTuENAIY

UM 2.2 lassasaganianievdainiswniln vesianialsenauiuezgilifleuasuns
MEBUNATERUATS lUATTUSUMENTEUIUNTARTaaNa [3]

22 #FwdslumsintuguTanus
Iﬂiqa%f'm;amﬂLLasauﬁaL%mamaﬁumui’a@L%wszﬂauuaﬂﬁmmzﬁuagﬁumﬁ

Benasyiandusuud Sduegiumaieinmstusuiduddgdeuiufonnliinnisnszane

fhvaseynaaiunstesnatnaueluieiulanzergiifon audivesdrunaudn dud
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ANNEAYINNNIIEMMUANgANTIUNTS IafvesdiunadlusenIuAfouldduliun duds
A9 o AdAglaun
2.2.1 dn51dusznInkeIaguazansen

1Y) | ] Y] = a ] A 3 . .
sndusEninaeTaguazansda Sendn A1UTNYRUDS (solid loading, @) @1usn
meAleanaunis 2.1 viieenasentudnjuiuufeanlesidudvauds (% solid loading)

We

Pe duns 2.1
We , Ws
Pe  Ps
Tneft We uae Ws fio dhviinueswaianuasansn du pp uas ps AoAIMMLILLILYEY
nstanuazansdn auddy AUinavewddvnyasdunistissnidingd (critical solid
loading) teaidntiossauandluguil 2.3 [4] WieflagyiliAnnssnuiuveseynAvsens ol
lunniign  udlimsiiezsnnifuluiiegiliAsenamilafigaiul  Tneianmsadiman

d =

AMUNLLUUBIEIUNEL (mixture density, Py) LAANEUNTT 2.2

2.2
Pu =Ppp + (1-D)pg A

a1

Tneiiluua AIAUNUIRUUT DI UN AL DL AN UDENIIAINIING B NARINNTT
wluaunis 2.2 Wewnnlagunitunuitumsiadusudnusng snsuegluguau sgals

Al
AnAAELLUuresdunauii JumLUsullsndaglunsirun AALRU IR STUITY

AENRINTNNTEN  FuuNenaINsBaduuniamiurukiuesdiuraugainaglvia

[ 77

AuvkiuvaInsendnigeenuldine Melifissnniiynduiausnusessovaswe Tand

1NANITUDDIN U LALNANI TN VBIBEABUTLIAININISIRTN AN ULDS
relative viscosity

1000 3
L
i I
1 i
I I
100E iron-wax : :
o t I
i Nig Al-wax i
- 1 1]
| I
10F L
I 1
r critical : ;' critical
loading ! ! loading
0 20 40 60 80 100

solids loading, vol. %

JUN 2.3 anuduiusseninsmnnumiaiuainavesudsvesdiunaudingouin
Aowdnuazilifaozgiilud uanwiiwesAningAusuaveLlavesdiunadaudiazylin (4]



2.2.2 duUAN15uaAa (Rheology)

auannsalumsfnfuuifiniluseninnisintusuiuiuegfuandinumia
(viscosity, 1)) vesdunANTduiuSfuA1AUALE0Y (shear stress, T) wagA1AINULATER
\ou (shear strain, 1) iudedanafnvesnslaney fudu drunauinzuansnginssusau
seminauviauardatadin Senimginssudaladanadin (viscoelastic) lnedunamsinfid
Anuntnazlnansusudou wazAudRUsTEnINIANndaLazANULAUEEUAINTARIUIY
lennaunis 2.3

en ()" .
(= aunns 2.

N dt

Ingyiluudrmmnumilavesdiunandatuiuegiudnsanuesondoy  (dt/dt)

Tuduuniiuazanusuildlunisiugume  lagasgnivuasiesiin  (Qavaeus) uay
USunauwesanstn dw m e Avduuszavsnuenaadnuarnisiva 31naun1sagnudn ey
NUALANAULDAUTNTIANULATEALRDULLBIIINNISIAR shear thinning [4]

2.2.3 auniluazanuiulunisatugy
gaungiuazaudulunisdatuguiluladeddgiaeimuanginssunisivadives

o
(% [
=

dunaunguaifinnt Hrgamnlinunzaslunsdntusuiuegiuiesidudveadeldinieon
drunanlazvlinvetanstn lnoanansamuualalngnsiiAsIzyinig thermo-physical analysis
1 freiaesile DSC (differential scanning calorimeter) Lﬁaﬁwmimmaawwaam@mm
asBailldusaraiin (5] Tnsgumgilun1sdatugumsunnniigavaousesansdaiiteyiili
dunaudeinginssumslvasafivangan mnoumnidntususuiuludunadinasdanu
nilngs uagmngaumniguiuluannasilidunandadicmuniadunniuly Banisuendu
wagldoran e neTandndudiuile saudseainnisivdvesansenusuiinla

U 2.4 uamsnruduiusseniteaudunagnaissninensantugy Seasduldn
mmé’u%Lﬁuﬁuad’ms’gm%ﬂuﬁmLLiﬂﬁd’JuwamLﬁmLﬁﬁauﬁﬁﬂﬁiwmuw (mould cavity)
wazfingegaidediunaifiuiinamadifiniiianisudeia (cate freezes) mnduiile
dunamAnnisduiifavdmaliauiuniely (cavity pressure) anauilesanniinnisnagn
wardimnudushanidethiunusenanuaifud anuduiianzaslunisatuguduasyiild
FAansidsdufianysallulwsawuy (complete mould filling) U 2.5 uansaudusiug
seisgampiuaranuduililunisdatugy Suniuldhnafufuistudlodiunade
IF3uaufounaranudunieniusuisgafidrunaniivinumadiuifiniiionsudad
MntuseRugugiiuarAufuIzanasszitsdusaminnIsiui (cooling 1i1glutag
anvhefenslawsifaniean (mould opening) M51971 2.1 uanwneesAdLUsAS 9 ALY

Tuns@ndugy [4]



9
Y]

pressure

holding
gate freezes
packing cooling
pressurization ejection
|- mold filling

time —»

Ui

2.4 enudiusseninanuiulaziatldlun1sdntugy [4]

—

temperature ——

4

b=

e

filling

—

—

\‘
packing
Z
7 sealin:

(gate freezes)

cooling

mold

opening

pressure —»

JUN 2.5 anuduiusseninsgamgiuazenuduildlunisdatugy lnglddiunaudad

TAMUMUILUUAIT [4]

A197197 2.1 fuuseng 9 Tunisida

v
=

vugy [4]

Parameter

Typical range

Barrel temperature, °C
Nozzle temperature, °C
Mold temperature, °C
Screw rotation speed, rpm
Peak injection pressure, MPa
Packing pressure, MPa

Fill time, s

Packing time, s

Cooling time, s

Cycle time, s

100 to 200
80 to 200
20 to 100
35to 70
0.1 to 130
0to 10
02to3
2to 60

18 to 45

8 to 360

2.3

12 (%
= U o =

nsAnwmansEnuvasiulslunsnugudeauifivesisn

¥

nsandugUratugniundnyideegiuunsnagdmiumsiusiiageniauazlany

LAAINSUNITANTUSUTE

Y
¥
=

D

[ a

Y
ALTS

Y

UsgnautiudaiinsAnyideiusgaoud1ednde veiliiloaann



anvaizanzvesianiiulaveuazdanasuussiduesfiafianuuansieiu Feildnginssy
MeguAuiouasinandeutuansiueanty

nsfnwuslumsintuguvesmslavemanndlati [2) Tnefnwmansenuvasnis
Wiuwesiudvasuddutin 60 — 72 deaudBaruniawavandfidanadu 9§ wuln msdiy
WosiudvedailidunaudimuniafumnniusasiliAedeunnsedduiuem  udmnd
Wesidusvodsiideniulufasilatunuliaansanseald (compact slumping) wans
yaapUaNTR ALY msufaarasRusfauiunuiifanRnfianldans
wuduNanTie fidudveudegeian udeddlsid annansidelfaguinuesidusiveauds
firfiandmiunuiteimsiswingy 68 Weldlddunuiituguldhemummuniuasiiaus
Banafifiosnns

NAdelng M.E. Sotomayor wazmug [6] lAANYIBNENAVDINITNTEANLAIVBIVUIA
sumaseantAnisinamvosdunaudinvounanndlsatanin 3161 wui1  Awedidud
voufege 1uil 65 azifnusadn (torque) gelunnilerunveseymevidonanasiiesiniin
aviiln (friction) Tuszminveynia uivnlfefiduivesudeiiligunnin Svinavesuun
sunasengAnssunslnaiazdmaliinn uananimut Weiuefidusveaudsagyinl
?i::uwauLﬁmﬁwqaﬂiimﬁﬁuagjf'fwimmmﬁmmmﬁué’aaJﬁé’mﬁmmm‘%&mﬁw q Faguit 2.6 B
uansisauduiussznindauviiauardanaueienvesdunaulinfifivofidud
YOITITTNIN 50 - 65

1200

J 50 vol. % powder loading
55 vol. % powder loading

1000 :
| A 60 vol. % powder loading
65 vol. % powder loading
800 —l
- |
v
& 600
400

200 -

0

JUN 2.6 AnuduiussEnienuviauazdnsianueseanldlunisiaiusy lagld
drunandandosidudveudslugig 50-65 [6]

uenNd UAeues S. Ahn wazan (7] ldvhmsfinyinansenuvesnslavzuazans

SavoautivesTaquasiuuseng 4 TunssuaumsistugUvesandnuasminndliaiy Tne

WU é’aLLUﬂuﬂismuﬂ'ﬁaWﬁugﬂﬁLﬁaaﬁaﬂﬁUﬂawmﬁu (pressure-related parameters) Lu

AIAIALALULEDY LLiqﬁumiaWﬁugU (injection pressure) WazlsIdULNALA (clamping force)

fulfsudvswaetrannanansBaiidenld  dawsudslunsruaumsistuguiifendeiu
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9ol (temperature-related parameters) WU ANUKANANIYBIRMVT o vThlanevaey
(melt front) uazszezaailunsdus (cooling time) Hufitusgiunisdenldasdannniy
nsidenldnddans wonani nansvaaeslmiiuin (?fal,l,ﬂﬂmismuﬂﬁawﬁusﬂﬁLﬁaasﬁaqﬁu
AP (V|sc05|ty related parameters) Sy amﬂmmma@am sammmsLaaﬂima’ﬁm
wazklans uumuummmﬂmmamsmmmmmawumu AN997 2.2 wansBasuUsang
U qzu‘wgmLLaummmumﬁﬂumsamugﬂmmaﬂLLaumaﬂﬂaﬂiaum duguil 27 uans
aruduitusszriannudunergamnidetug  Swsdiuldiudlefugumainisdntugay
annsoliausilunsdatugUanas

A1519% 2.2 faudseing 9 TunmsdnTugunavdnuazimanndilsaily (7]

Feedstock ID 1 2 3 4 5 6 7
Filling time (s) 1.0
Switch-over point (%) 98
Injection temperature (°C) 180 145 100 110 140 140 55
200 165 120 130 160 160 75
220 185 140 150 180 180 95
Mold-wall temperature (°C) 70 60 40 a5 55 55 20

-
o
N

S

injection pressure (MPa)
=)

109 1 L 1 A L A
40 80 120 160 200 240

temperature (°C)

SUN 2.7 enuduiussymieamgiiarauaunlilunisdetugd  muanenimeasdly
M1597 2.2 [7]

AT uesildvhmsfinududslunisiatusUdeautives daunaudn dwiy
Yandessneuiuorgiidion vuideves ZY.Liu wavany (1] 18fnwin1sdntuguvosiands
Usenouiiuarglidosinin AAG061 Laluussisargiidenlulnsd 10 Wesiduilastmin uay
Fudyn 2 Wosiduilastmiin Tneldgamgilun1sintusuil 165 ssrwaidos uazaudu 30
MPa w1 annsatuzuiunutandassnouilliansidanadia laanunsalimanumuiui
mamqui] (theoretical density) gafla 97 Wesidud mevdsmammiinfigamail 640 o
wabya Husvoziam 2 daluduussemalulasnau Suswilddamuudeges 82 HRH fdn
AuLdausaaegi 184 MPa uaziiosifudmsindindu 6.6
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2.4  A509d0dn
ERRDLG

e

A

2N,

ugﬂ’a’aqm (Powder injection moulding machine)

wsUndlavzuazdanlaenilugnitmununaniasesiie@ndugunatain As

Y 9

2

R

wanaluguin 2.8 [4] Feusenaulume 2 du fie YawA3esiledn (injection unit) uazymATBle

WiAUA (mould clamping unit) Tuusazdruiiosnusenaudesdwmaliil

clamping

cylinder

hydraulic

cylinder

9
Y]

stationary platen X barrel =\ ] heaters feed hopper
movable platen ol ) reciprocating )
cylinder for screw ram

Tie rods — \ \ screw

—

/ nozzle \

nonreturn motor and gears for

valve screw rotatior

L )

<+——1 clamping unit | + - injection unit — —{

[
a =

Uit 2.8 1n3asiledntusunsuwaueu (horizontal injection moulding machine) [4]

Y

duveayanseslednTusy Usenaulume

ns2iAn (hopper) dslussgarumansintoudngnazuandn TnoRnssogmsadan
AUYBINTEUBNAN

nszuandn  (barrel) ¥hanTaniiudaussgnvieviudnoundinimdou  (heating
jacket) itelvigaungfimadatiugy Vilfaunaudiavaous uazarausaduduly
suntheansiussgegnielunszusndauazduindeusenewnod (driven motor)
drulaneuainszunnavAellniuraEn

ang (screw) usduirdoudunaudanasuiaridngtuaountsiatugung Tag
anguu’qaamﬂu 3 fOU A feeding zone, transition zone Wa¥ metering zone
uananii NNONLUUANYEYDUNALIEN] (screw thread) Aznaliindnsusedn
(compression ratio) Tivanzanvildunainvassmaignsatiouluduming
Uaenszuendn annsnindeuiinesnduazdundulutisiimemsiatugundany
drudaneang (screw tip) aglusumisiiusznuinduinda Tasuawansdsseney
U retainer, check ring ua rear seat FaglunsUsusUSinnssannsessey
n158n (shot size) Mz

Wda (nozzle) Wudiusieuarenszuenidadnfiuremalvadgluwifiun wied
svuaidn ielvidunanidavasumanlvasiudnglnssuuuseeusia
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! A oA ia ¢ v
wazludruvasyainosilowsifiun Usznaulume

1a ¢ val 1 ! v ' a [ sl v
- Wi (mould) gneenwuulvinyesieiulumusUT e uREn S feanIs
HARLATULAN N IeRINABLRBNIUARIAIINNTEATUIURALN SN
winlaeilUsineenuuulill 2 Ju Usenuiuiisesse (parting line) Livelwazain
RoN13neATUIIUEBNIINLINLN won Nl Hosdusznausulupie At udiuw
\38n31aU3 (sprue) 193 (runner) MaLt (gate) Yoenn908NNY (vent)
¢ o = ia ¢ . vy A o = Y o W a A
- yagunsalnllugaudu (clamping unit) dnalnduinfeusismaslansedniiie
AIUANNISIARBUNIYEY moving platen dwsuilawaztnsugditnsi Inegnangiun
Mvuasunialime tie rod wenantl dulldruvesgunsainlvinuiounnudiiun
feudn wavaUnsninauduieangaumnluifiun ieviiliguuianisude
flounanoeNIINLUNUN

2.5 N139RALUULNNHNNINENTTRATUIUITAKS (mould design consideration)
1 a ¢l v v [ v o =2 =2 v Ao ! 1a & !
wifiuiniesnuwuulavinzay Iuludesmilfiedadeninasioniseaniuuudium 1y
NMyNeEitsremadnsuuy (gate) mspesmiladaduduiuusn nszaziinanodunig
ns3ad1venilelangiinglnssuuu (cavity) Belagundileviinisaanslangidiguafasisnu
Meau3 (sprue) 11934 (runner) tagdadnglnsawuulagaiumadi (gate) ienszaneiilolany
dhginsawuulunanfgiiuiazaelalsiunedturunvenlngdueg iuauinvedunuy

'
[ a

LUUYDIRRLLa v ln v InaTan 193 inasaUSunaLAwloTaniiinInn1TkEs uag

q

nantumsiluimdmthdavesasilvusalugiululdmansaniueuieunuagyinliiinnis

& A < A o a Ql' ! ! 1a 3
AuanuazlUuAe e nUINNIN UNISHER E‘U‘I/l 2.9 LEnIdIUUIENOUANY ] VDILLUWHN

— sprue

gate

runner

part

A Multi Cavity part Runner system

5UN 2.9 diudsenausing o veuwliiuiandugy
ag19l3A6 TunseenuuuniiiniddudotioruInduauienInnIsmafian1emas
N52ATUIULALNISINTN YiS0I58NIIANRIUTENBUNITERNIUUINBUUIATUITY V3D oversize
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design factor (Z factor) %n50A1IN15VE18F1999999319TUTUIU (tool cavity expansion
factor) FeAUIULAINAINITVARIVDITUIIU (shrinkage, 8) Flaauns 2.4 — 2.7 [4, 9]

Lo-L
§-2 aunis 2.4
Lo
e Lo AD AIUYITUITUNDULNN
L A9 ANENITUITUNAIN
L
17-— AUN1S 2.5
Lo
%4 Z factor anunsaAuindlaannnisuasisail
1
- AUNS 2.6
1-8

AINUIAINITOUIAT Z factor WM IUANSAI LI NDTNIANAINULEIIVI DYUIALSUA UV D
FUNUNBLUNTBINLUULNRLNAIFUNTT 2.7

Lo=ZXL dung 2.7

v A

o X [ & A [ = ) A o P [
nsRnvugUndlaveuarianiuioduniislutuneundAyian Wewinlumsuys

AN

! [ Y Y ¥ Y Ao o o X !
anadunaudaliluzuns@uaunudesms  laeddudsnddglunstafuguse 1y
gaumniinazausINBatugy wazaamaliwaiian Wusu lnefudsiinanunildiudmane
woRnssunsinamvesdiunaudnfiegnliamgifvanzauvinlasavasusiuaztinie)

Y

walavzuagianivainglnsawuuluidnum

gaunfinsantuzy (moulding temperature) wazau32lun153ndusy (moulding
speed)  Hdwddryesnsddumsimusmginssunisivasivesdrunasidaiiogluanizvila
mngamginaranuiiflilunsdetuginsiudiiuly  Sevdmalidunaudadarumie
(viscosity) guiiuly villvaindlnsawuuldenn ervneliindud Wy dalidiuwifion
(short shot) wazseeiTossov (weld line) uduy LLG\'MWﬂqmmﬁu,azmmﬁ'ﬂuﬂ'ﬁamﬁugﬂﬁ
gl azdwarihliidiunausindrumianifuly  ensviliiAansuendivesansinoan
91nndlane (binder separation) ﬁﬂﬁﬁm%ugﬂlé’%mmﬁﬁmmLLﬂuﬁﬂﬁaﬁﬂLamaﬂ"aﬁgﬁumu

wazonavhliindamasu (flash) Wusu

1A599711338 163N [3, 8] anunsatuguTuuTandaUsenauiuevailileuasuu sy
sun1ngdneumsludladutunuunadn Inowssudiunanniosidudvemts 52 - 58 14

a a & - = Y o & Y =~
UNNUNITAATUFUN 190 DIANLTATEE LAZLIINUYIAY 45 MPa FUIMUAIYUAINTITHINUNY
660-700 asrnwadva TiAnauudseglugie 78-82 H, agdlsha aueiideiinnuaulanae
AnwinstuguBunundvnelngdulnaldesiviunulugnamnssy  lagazdiunisiamn
\AsesiledndusUnndukuuANignaiadutantuifelaveuasTan  PanIaluinedy
wagyihmsfnuidnsnavesiiulsiunistuiy Wy eumgiuazusenuildlunis@adugy

14



gauniiuaifiunt  warn1seBnWUULLRLiHaANaNNTatuMIAATLIY  SIuAelATeEsegania
auUAnenenmuaznavesiandslseney vseawdmsunisaadusllansuayiandu o

iefizanusarhluvsenenasesantanudululalunsudnlutugramnssy wu lunswés
Fudruvuadniugaainnssueuewd Bidnvselingd uaznienisunnd (Jusu

LONE1591999
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o v = o o R o
Unn 3 mﬁa‘mx‘iLﬂiaﬁuaaﬂ“uugﬂqaqm

Tuunil daueedIfunIseankuulagnIsaiaIeiis 3nTugU TannauuIueauYuIg
dndmsuldideluiesufuiinig Hanuisatundssgndldluns@ne3denisnandudiunig
Amnssunfvunadnuazgunsdudeutazanunsandaliognsnaiion daseazidunseluil

31 nseenuuuiAdesiiodntuguaansvunaindwiuiasufiinnag

\3nsflodntusutaquigneanuuulifauiadn duindeudisansuazuonodly
wwuew ndmsunisnaaedldauluiesujifinis gﬂﬁ'@umﬂ?jyummﬂLﬂéaaﬁaamﬁugﬂfa@
paruInesUfoRntsignianty a antuidelavewasvan pnasnsaiuminends dadu
wdasiefidntusulunundilngldvadauuy plunger Saarunamdinlunszuandnasguslfias
Frousssaszuudain (pneumatic) andluay ImJLﬂ%aﬁaam%{ugﬂﬁgﬂﬂ’wmﬁﬁuuﬂwﬂﬁjléf
Ufuiasulidueesdedndusuluuuueulnglivhsauuuangiiesn drunandislunszuen
Saudorieadn Anudinduifinsidiamesaeniufiansisauuseduanutld uenani
wifilegneenuuulidl 2 suusznuiu TaefundeegiufiuazBadniuiida (nozzle) g
Sndunisntuusulavgindouiiin-oon Weusenuuaznenufisrioonnendsdntuguiase
Zyufen MuanBundiutszneuvenaiosiodatuzy TannsuunadndmiutesUfoRnsiign
oNUUULAETAUNTY & HosUfoRnsimnssalavnis sminedowmaluladasutd Uszneu
LUfevaedn (chamber) angyaudituy (mould screw) yalansedn (hydraulic) wHuuseny
(plate) sqmmé’?q (stand support) {Wumu éﬁ’mam‘lugﬂﬁ 3.1-3.2

NO. PART NUMBER DESCRIPTION Qry.
1 chamber

2 mold screaw

3 edge screaw

4 stand screaw

5 stand hydraulic

6

7

8

screaw
plate

mold hydraulic
9 guide

10 |edge hydraulic
11 funnel

12 |bush

13 |[support screaw
14 szupport screaw

- | =la]=] =] ] =] =|=] =] =] =|=]|—=

15 [stand support
screaw

B18.3.1IM-5x 14
16 [0.8x 16 Hex
SHCS — 16SHX 10 =

[e-]

B18.2.3.9M -
Heavy hex

17  |flange screw, 4 U 15
M5X0.8x12-- ?
128
[B18.2.3.4M - Hex e 2 Y 4) (19 3 4
19 flange screw, 8

MIOX 1.5x25—
258

o [E2AIM-Fex y "~ Assembly2
nut, Style 1, w6 10,
x2.5-D-S Migl stanless steel 304 e PlM‘A‘02 Ad

JUN 3.1 SeaviBuaurardiulsznevveansesilodnvugliannuunadnd miuroslimnis
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H

AN

SECTION E-E
SCALE1:10
>
P |
: Assembly
S(D:El%”.]CS [ NSl sorlesssteel 304 | PIM-A-O1 A4
U 3.2 MwaziBunniosiiedntugUTaansuundnd miuiesujuRnis
v o oo X o & o v v a wa
3.2 nsafaasesdledntuguiagrevunnandmiuviesufianis
ludiuvasnisasianiesilodnTusuiiy Igvimaiamuiazysuugawuulanunse

AILANNISYINIUTBINBIR SV TuAGauANFHIUTNauanIa  tneTidaesetieusenauly
1% =] ] g v o o 44' % s oA g a6 o P %
Mg 2 diufe duiiluviedn (Jundeumetewess 2) uazdiunluyauiiiud (Tuindeusiy
Womas 1) AIgUT 3.3 Jeuanannlsuwuuinsesiiaysenauldiierieda (chamber) angdu
neluviosdn (mold screw) unulave (plate) Uiditud (mould) duguin 3.4 uanaaTesiiedn
Fusungnasraundenynaiunun1svina (controller) meluiivinveunaning Jausenaumie
NNABUEnINanan (main display) LLawﬁwaﬁ'mum&hLLUsms?méﬁugU (setting display)

JUN 3.3 wuunsesiednTuguTannuuiueurwInin WaunTu a fesujuRnnsimnssy
Tanns uninendewealulagasuts (Usuusawuulaeuiem 7 18U wueduwes diin)
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HEATER|  TEMP READY
orr A on

POWER ON

3UN 3.4 asAUsEnaulATelle@nTuguiansa (@18) uazynniuay (¥37)

‘3 [ <

33 meihanurednIedis?aduglidansvuiaandmiuiesuiang

nMsinuresaseiedntuguianndlduamasiunstuintiou 2 ¢ Ao uowes 1 wax

Y
=

uemes 2 (motor 1 and motor 2) weines 1 Wudwihmaindeundadnnamiag -
sonvaaliud  dnmewes 2 Hilumsiundouangiiioddidunaudiailézumnuiouay
Inaddnginsauuy Tnsmuauanudalunisdntuguifgeand 1800 sousiound

doslddrunanidin (feed hopper) ﬁm&y’ﬂaz‘jé’nuuuﬁa%’udauwauLﬁmLﬁ’Jé’wLﬁawﬁwéﬁm
Sodwihanlansguudeiifionuudaussgs melussdiangiitevihnisandesdrunauidiavasudn
dlnsauuuluusdiiun

Tudhuvesangnelurtessngnesnuuulitannsntisdsiudiunausinnasuliadeun
Tdunih fissezang 1 Tu 3 vesnnuen dusulatadudneaensie (cone) dwuanstugy
71 3.6 FauanseadusznoudILAg 9 v93an3N6lUNBI8A (screw in chamber)
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SECTION G-G
SCALE1:2

I

= 1],

“ Example Screw
w‘r\:) -:-iq- nless steel 304 - P | M-OO Ad

JUN 3.5 NseankuUBIAUsENaUIY 9 Yasaninteluviosdn (screw in chamber)

AUUBNYBIRIRITYNATOUMIEaUNTaIliALToU (heating jacket) Favhananon
amanufouriievimihfiliaufeuuddiunanisiniignsauazaidoslusuniisiunisves
vosdaliAnnsinasiififissne lasguvgiiargnaiuguuazuanstauuvtinge (display) i
gunsalmIuANgamillalugie 100 - 300 esrnaaded saudlmasludula (thermocouple)
flansnsainenmgiilaluzisiidvua

ludruvesganifiuriiainmannailaduguindeunislulnswuuielasfioy
Usgnoulufeuifiant 2 fu SsanunsaUsznuds — 171 Aeegfuukulizny (plate) Funils
DnAnfuriesdauasiidndetfiuf (stationery) dwdndufnfvansiduindeufenames 1
ey Aida - Unusifis

uifaninansdsgud 3.6 gnoonuuudugunsdlatin vi3e torus 7 4 Tnsauuu (4 cavity
torus mould) g torus HvuatduRIuAudnalan1euen (D) winiu 20 Tadiuns dvuiaEy
wugudnataniglu (d) wiriu 10 fadwes wazdaduas (h) wiiiu 5 Taduns lngdiunay
Wnvaeuaziadeudilnamiingaus (spure) lusumisnsenansudausnesn 4 firms hgnis
39 (runner) wazn1d (gate) Lﬁmﬁ?}’]aﬂwmwu (mould cavity) ¥11N15ATIFABUVUIAULNLN
AIENAD9ALNBTLE JU Leica EZ4D uazgonwisiiasienaIn LAS EZ lagnisidenldusiiiud
$UN3 torus 75 4 Tnsauuudl iiledraosmsdntusuiunuiiisuidudounssiissuumsiva
fuitelvidunaniiagndmdiglnsauuy ieansailuuiudgeimunsdeseadmiunisaan

¥ '
a

Fudrugueuanivwndn wisgunsaliudiudiannsaiinduaznisnisunmg 1usu
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UM 3.6 TgazideauliiuidmSudntuguianne 3Unse torus el 4 InsauUU (4 cavities)

3.4 A195Y9UYRIYAAUAN (Controller)
NSYINNUVBIYAAIVANMLVINBLAAING UTENaUme 2 @ A MINIouanIHanen
(main display) wagntiveimuadiwlsn1santiugy (setting display) fagui 3.7 - 3.8

3.4.1 wilveuansanan (main display)

- 4949 temp. Aue [1] zuansgumgiasemiunsinuresgunsalliauiou

- %99 count fumiia [2] axdanedives actual ansaifusmiutumusieiiedostid
WABuTURY MnieResHARTuNUATULE uaERBsaR Al annsonata reset Litely
Sruautudu 0 e mnlinata reset udann start Aswioly Funutuaggniiuidu 0
[GELEITHG)

- 984 servo-1 uay servo-2 s [3] idunadides position zuansunies
uewpiuarites speed annsoldiefmunnruiivewmemeslunisdntugunudiiinualy
udlu setting display

3.4.2 mivanmuaduusnsantugy (setting display)
count AYAIINUIUTUIIUTNABINIT L ULARLTOU

servo-1 compress position (mm.) AMWMLAYBS motor 1 (FIRUANANIINENGR)

servo-1 compress speed AIAIANNLEITOS motor 1

servo-2 feed position Fernsaumes motor 2 Tuns feed HYIER)

- servo-2 feed speed éizam’mﬁa motor 2 Tun1s feed K 3E0)

- delay time (sec.) &gmaﬂumiaum’ia@ué’qmﬂ feed

- servo-2 feed reverse distance (mm.) #50UN15 feed HITARNTUNSITAUAT

- temp. high ﬁaﬁﬂqmwﬂuﬁQQ (m‘igl’j\imu specification 489 heating jacket)

- temp. low &gqﬁﬁqmmﬁﬁﬂ

ey edesdledntugy TanmeuuiuoumadndwiukesUfuinsfignesnuuuias
asretuaniu annsathandssendlilumsinuifefionsmdatudiueig 4 madmnssudd
vadn sunseudould dduundl 4 - 6 agndniimivnaesdntusuiandsssnauiiv

avglilonasuussngaunaddnoumsluddmsuiununiwnuldmnssuiiivundn
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SIEMENS

COUNT

MANUAL JOG

Set Speed

e

A
A\
s e O
4390.0
4 m;ia."
800.0 Kt E T
- R
30000.0 ——pY
1600.0! 3
T
10 e
1000.0

- O 2

3UN 3.8 diusznauniiivemvuadiulinisdntugy (setting display)
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%4
=

unil 4 szidsulsIen1maassaugiianielsenay

ada v

Tuunil sztiauessifeuisidunimaaesdatugufandeszneviiuesgiioy
l@Sunsnoeynaianeualud 15 Wesldudlneuiuing Mmeowifamsunss torus 1 4
Insauuy mimaauauﬁ’amqmamwL.Lazl,%qnamaﬁa@LG?N'Uszﬂauﬁmammﬂmﬁﬁuwm
sufensienginamaduaznisasmatuny Tnsfiseasdeeluuiazdiuvosfanuas
gUnal wawsnilouishde dudeludl

o/

4.1 7aq d15nil gunsaluazinzaiie

o/ IS

4.1.1 Q@gazdansiad

q
a a ¥

- neorgilifledl 1NTANANTTA Alumix 123 ﬁﬁﬁmwawé’ﬂﬁawaummmLLuﬂﬁL%sm
- 9UNPTARDUAISLUA (SIC,)

- ansausgnaulumelnalnsiau WsAuIng wagnsaalfiesn

- f‘i"wezjluimt,wmmﬁqmé 99.995 %

- @sazanglaniau (hexane)

4.1.2 gunsaluaziATaile
- 1ATRITIUNALA 3 ALULY
- yavifouanas (ball mill mixer set)
= A a d%/ [ [ o o 14 a wa
- LATINDANVUFUIAANITUIALENEINTUNDIUAUANIT (small-scaled powder
Injection moulding machine)
- waulwih (electric furnace)

a

- IWNHIMUUYD (tube furnace) wiauyngunsalinuaztuiingumall
- ggUnsalfin-Unn3eui @M unTIAERUlATIEs199an A

- NADELMDILENTOUTANWITIATILININ JU Leica EZ4D

- NADIYANITIAURUULES (Optical Microscope: OM) W3aNLaNWITHATIERAIN
- Lﬂ%a\‘iﬁa’jmeﬁmmmymﬂéﬁaLaLG&I@% (laser particle size analyser)

- indesiliolinevinduszneumaniinemadednasdvigesisaisus (XRF)

- NADYANIIAUBIANATOULUUARINTIN+OUNTAIAATIYS18 (SEM + EDS)

- Lﬂ%a\‘iﬁaWﬂaaUﬂ’;’lmLﬁﬁﬁﬂLﬂaﬁ‘aLLUUﬁ;amﬂ (micro-Vickers hardness tester)

- PSelanAaRUAULTIENaYS (Shore scale hardness tester)
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4.2 52:U8u3579

Funounpaeunsdntugutagus Musozgfidonnsn Alumix 123 uazoynAianeu
mslud Tusiinu 15 WeddudlasUiunes ddlassaiganiafiasiiauouasiaudfidona
U AaudasazmnLiumusion1sAnnse AfigaanmsAnyite fneynadanouaslusd
5 - 40 WesdudlagUiinns Mswazdendalul

4.2.1 mﬁmsﬂzﬁmé’aq (powder characterization)

HeezaliiuunazauniadinounslufaggNiuilATIERTNIALAENIINTENLAIVDY
sumAMmeliealiolinTziIneYNAGeIalEes (laser particle size analyser) kaglAT e
sUnssendenanssmisidnasounuudesnsin uenandvhnmsliesgiosdusznaumand
vaantargiliiunmeinaia XRF

4.2.2 nMan3udIuNdudln (feedstock preparation)

wisaieynadansuailudsmonisnlumeuliiniigamall 1000 °C WWunan 4
Hlus ilelinfaganeulneenlud (S0, dmsudesiunsifamaszaiiflonanslud (ALC,) 7
ANIUTIEEY wagtiiuanuannsalunsidensevinnserglidonnareunindaneunilug

Mnduinineioudiunaudinlagldusesgiidoninsnnisnisdn Alumix 123 lag
naaesineynIdaneunsludil 15 Wesidudlneuiunns Tnetwasluvsioun (ball mil)
YAUIIAT 250 TadAns Foaundiseu 280 seuseund Wusreziian 2 $alus arndui
wﬁa@mmamﬁumi%Lﬁam%smdauwamLﬁ@ﬁﬂﬁ%ﬂﬁ@%ugﬂﬁ 55 wag 60 WWasiduduaauds

¥
= o/

4.2.3 M320uUsUIEANY (powder injection molding)

v 9

m?amLLajﬁaJﬁmé‘ﬂﬂé’wl%aﬁuﬁqmmﬁ 80 - 90 BIANTATEE INTUWYIINTOUAIUNEY
LﬁmLLasaﬂéﬁugﬂiﬂai%’m%qﬁaaﬂfﬁugﬂsumﬂLﬁﬂé’ﬂ%%’uﬁaaﬂﬁﬁ’aﬂﬁﬁqmmﬁ 280 - 300 99F"
a a < a X o A a v < &
wadea 1AusIlun133aTugy 2 sEAU Ae N9RT15ITRUVBBLNBSHT 1600 Way 1800 FOU
AU FULARITIEALIDEATDIANITNITNARBIRATUTUNIAINITINN 3.1 N1enaInI1sanTugy
m%umumwammuiﬂ (green part) aaﬂmmmwmw Taunnduussnesdasaues
R OFUIUTATUAL ATNITNARI VBT LY LLammaaUﬁw,JLmaLﬂmai TnenAaeUT LY

8% 4 FUNUs UIUYNLUDY 6 - 8 %m’m LmemmmmLaaa

[
==

i a )
MN19190 4.1 aﬂqjgﬂqﬁ/]ﬂaaﬁaﬂsﬂuzﬂLLagﬂ'ﬁLN']NUﬂ

% solid loading Moulding speed (rpm) Sintering condition
55 1600 655°C/ 3 h
1800
60 1600
1800
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4.2.4 NMInE1sERREa1Tazae (solvent debinding)

Adnansdameaisazatslaeudluaisazaloienigy (hexane) Wuszaziian 0 - 10
L9 Ingadmdnguaunn 9 1 9alus ndaiieanainn1vusiswasUdosliuniadi e
° i s & = = .
ATUIUNIALUBIGURNTEELEUETEA (% binder loss)

4.2.5 NMsWRiN (sintering)

wndinunuiinninansBadeansazarouda figumnd 655 °C Wuian 3 Falus Tu
wvisluussomalulpsaudifinsinisinavesing 1.0 dasdeunit dwiugnsdrunauidad
Fnoymadaneumslud 15 Wosldudlaguiues dauanslugud 6.1

Sintering schedule for Al-SiCp composite

700 @ 655 °C soaking for 3 hrs

600

Heating rate 3 °C/min

00 @ 500 °C soaking for 30

o
o

o
(@)

Heating rate 3 °C/min

. Tempsgratyre, °G
S

00

0 30 60 90 120 150 180 210 240 270 300 330 360 390 420 450
Time, min

JUT 4.1 nsmuansgaumnil - narlumswnindmiuiunuandalseneuiivevgiliily

9

iEBuLsIEauNadansuA1slud 15 WesidudlaeU3uing

4.2.6 MIAATITRLBLNATDUANURAIAALTIUTZNOUNUBRAILTlY

4.2.6.1 M3UATIFVIATEINYANIA (microstructural analysis)
n332aUlATET 199N ALAL AR TUMENABIRANTIAULUULAININAIVEER - a9
LawndeganssAuBianaseuluudsInTaniowiaszisniiewmada EDS

4.2.6.2 M39aeUAIMUTY (hardness test)

wmaa‘ummLL%aiu%umwé’qmimeﬁﬂ@ham%wmaaummLL%ﬁmﬂa%ame}amﬂ
(micro-Vickers hardness testing machine) 7i 100 n3uusa (¢f) Inevnisvagevetiatos 4
Funis vesuraztuiy Tneldtusustiaton 6 - 8 Tusuluuiazaniznismnans uaa
AuInmALaaeY
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4.2.6.3 N1399@0UAINNLIMLY (density measurement)
NAADUAIUVUILUUTI (bulk density) YBFUNUNIENTINTAATUTULAZAIEVAIN
MIEHTN TneAIMNMUNUILULATALA Pessued @XNTAAUIMIAINELNTT 4.1

m

pmeasuredzv aunns 4.1
P areen, th P,V artP g VsictP,y, g0, binder aunny 4.2
psintered, th :pAl VAl+pSiCVSiC gung 4.3
P, p_pd X100 dun1s 4.4

th

uanaNil ﬁﬁ’ﬁmmﬁhmmwmLLﬂuquwﬁmaq%umumwé’ama%ugﬂ Porcen, th HAY
AENEINITHINTN Paintered, th Ignaun1ss 4.2 way 4.3 auaisu Tnefuuald pa Psc was
Pinder HUAUNUILUUVDIBZATTEUNTA Alumix 123 puniaTdneunslud wasaisdn
iU wenanil wWesiFudeumuiutumangud (% theoretical density) fuandlgan
aunis 4.4

4.2.6.4 N1739AINITNAG1 (shrinkage measurement)

'
aaa

A1UIUAINITUARD (linear shrinkage) Y838 u91Y torus TulAMTuruIALduNIY

Audnansniguen () whusugudnanenielu (d) uazanugediuau (h) fdsgun 4.2 lnginvun

Y

Fununeu - nARATUTU LaLVAUN N INIDANUINAINTIARILTUEY (O) Feauns 4.5

L,-L
O=—
Lo

@unis 4.5

wenNT AWIUUTUINTVDIBUIIUFUNSA torus ATaNNIT 4.6 LiTBAIWINAINTUARN
lngd3unns (8,) Tuaunis 4.7

Torus volume = inz (Rz-rz)(R-r) aun1g 4.6
V,-V
Sy=— auns 4.7
Vo

Tned R Ao Sallneuan wag r As SAtneluy

D
d
—
ey o h ' D — outer diameter
h | e~ ; d — inner diameter
AN /" h-height

JUN 4.2 TAv99fuuUzUNs torus
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4.2.6.5 M3UseiiunuaInsalun1saevian (dimensional stability)
WATIERAMNALNTATUNTAUUIA (dimensional stablllty) vizamsOabenve iy
mmzulmmﬂmwmwummﬁmsuaqmmsmm‘lmmayumawumu

4.2.6.6 AI8AUsENOUMTOINUUURB YN T (Oversize design factor: Z)

thamsvafvestunumdinisantugiasndsnsunadnndunddlsenouns
ponuuUilaruedmivTunuiidatusuingldnaunsiaeioud 55 uar 60 Weddudvasds

Tnessandoatunoumssiiunuidouandaeasulugui 4.3

Design of a lab scale-PIM machine

i

Construction of a lab scale-PIM machine

Preliminary
test of a lab
scale PIM
machine

Powder characterization

| Solvent debinding |

PY oS

|— Liquid phase smterm{l
Property Assessment

N——

Microstructure Hardness Density Dimension Oversize
/phase analysis measurement measurement stability design factor

5UN 4.3 Junousziloudsaiuaiide
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174
=

unil 5 Nan1naaeeRatugudagdilsenay

(%

Tuunil 18UHaNN NN TUTUTaANIIEIATEIN 0N LU TAANILLIUBUYUIA

q
[

Laﬂmmwmﬂgummimﬂaamwuwwmuauamwum Immmmaaqamugﬂ’mmmﬂima‘u
fuerglifouaiuussiseyniadanouasludi 15 Wesidulaeuiuning Tusfuiduny
U39 torus $1uau 4 Tnsauvu Taeniendanismaaeunisdatugy asdnauonisuanis
"3miwﬁuazmaauamﬁamqmamwuam%anasuaﬁaﬂL%qﬂizﬂauﬁwﬁmmﬂmiﬁwﬁugﬂm A

snearunsne N

5.1 Namﬁmsﬂzﬁwﬁaq (powder characterization)

He9zillleinga Alumix 123 A1ENAIHIUNITIBUAIEATUNTI 100 LUY 138 150
lunseu fuadiaszinisnszaneivestsdauandluned 5.1 wui1 nsergliflondvunniade
7172.61 lunsou uazilAn Do, Ds, Do WA S, Fatanslunss damsihwsevaiidlonriunis
ﬂiaqé’wmmmiaLﬁaﬁ’ﬂﬂiaqmﬁﬁmmﬂmﬁqLﬁuqﬂassmamsﬁmsﬁugﬂ*'J’a@]m AeazLiulei
A1 Doo FafuvunmeynARABazauil 90 Wedldud flriiu 131.01 luaseu dadnninuuia
PEUNTa 100 WY uazmnIsuiiiouiunsozgiiloniiliiiunisnsesnzunssaznuindiuue
aummaﬁ'a lupsou wazdlAn Do agjﬁ 251.95 lunAsou ﬁaﬁ?ﬂumswaaaﬁmﬁugﬂi’aaL%a
Usgnavlunuifeiiudenlfusosgiidouiiiiunianseanzunsavuia 100 we wér oynia
Fameunsludiivunneymandsiidnnin Ae 21.02 lunseu Tneflimnutureansmiileuans
NIINHANEIINITNTEINYAIVBIVUINBUNIAFALEN (cumulative particle size distribution) A®
Sy Bavndn S, Sfiunndunanedansmiinnuduin dudieoyniaiidasnisnzaieiad
Aoutauay duiudeynindareumsludiian s, wihfu 3.6 Sannnien S, vewmsezgiilden
A 2.46 NUNEAINIINTTNLAIVIVUIABUNIATAADUAIS LUAKAUNTINITNTLANURIVDI VLA
AGERHIIEH

drunadiniesiosdusznaunaniivesnsezgiifoudiiiuuaylsiiiunisnseasie
PZUATIVLN 100 WY Felnaila XRF uansiamsned 5.2 Inswuitnseraiidoniiinunisnses
Fremvunsesdivsunuvomewasifulavenaufiviudnidonain 4.38 Wy 5.44 Wesidud
Taehmiin wasnuUSnawmandfisadniesde 0.12 Wesdudlaeimiin

a

HAN139 TR ULATIAT VRN I TENLALEUN1ATEABUATS LUAMIENADIRANTIAY

Y
a

LUUADINTIA uARIRIFUT 4.1 nudinsesgiideniivisgusnedeudnanay (globular) wagguing
6717 (elongated) Uztufy 1{1898191nn33UILNNSNEARILUY gas atomization Fansezgiiilen
fananilagiituliduvesesgiidousenleduingey Fseenleddndrnintulnesssuriuay
Pretlastumsinliszaritenisvudang eglsfndusenlediiduguassadidylunismnin
daildnananudluuni 2 Wenaaeudnvaureynadanoumslusnuiilvuadnniuags
sUsradumdsuyy angulan) Fudomnannszuaunisuaneyniamenisun
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a A

M15197 5.1 nadasisivuensezaiillvniavounin@aneunislug

Y

Powder/particulate Particle size (micron) Sw
Da\/ DlO D50 D90
Aluminium powder (sieved)* 72.61 11.90 71.22 131.01 2.46
Aluminium powder (unsieved) 139.66 22.84 131.34 251.95 2.46
SiC, 21.02 11.81 19.98 31.78 3.60
RUELUG): Dav Fi® ‘UW]@@HJ’YW’]LQ%EI

Dio, Dso ki Do A8 vuIROUNALRAEZANT 10, 50 waz 90 WWasidud
Sw AD AAIUTUVBINTIN
* HNUNNSNTBIRIEATENTIUBS 100 419 (<150 luasaw)

)=

A15199 5.2 99AUSZNaUNILALUDINIDLANLTELUALATIZVAENATA XRF

Y

Aluminium powder Al Si Cu Ti Fe
Sieved 93.68 0.70 5.44 0.06 0.12
Unsieved 94.92 0.52 4.38 0.07 0.12

b) ounIATaneuAIslun

U 5.1 nmanendesdidnaseunuudensinveserglillsunareyniaddneunsiua

5.2 auﬁa%aﬂ%’m'\um&mé’qmiaﬂﬁugﬂ (green properties)
Tunsdntuguiandaissneuiiuosgiifomaiuussiseynindanoumiludi 15
Wosiduilaeiuns Mdunaudanioud 55 uay 60 wWedbudvoauds wuih ausodetu
sUBusnildfidonuauiuuslunmstugudsd fo arudilumsdatuzudl 1600 - 1800 80U
foundt warAuANgAMnTin1snTuzufl 280 - 300 esmiBuadua (Yafiduuenuisiosdn)
uena Nl nunsmuaugMMnTfsiegd 80 — 90 esmBraila axtaelvimsdatugy
faranaznsunstunusenainiafiunliheuazlifaudfiu mamuqmqmmﬁmiamﬁﬁyugﬂ
dnth 280 esmuwadea arudilumsdatuzisiind 1600 seudteunit Taudldgumgd
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LURUANANNIN 75 a9 Leadoa ﬁwhjmwﬁaﬁmwgﬂmumulﬁlﬁmu;uu AUURVDITUINUNAY

[
=

NsAnvugUiTeasiBunfal Ul
5.2.1 1a5965199001AY099UUNEN15AAVUFYU (green microstructure)

FUUAENAINTAATUFU  (green samples) H3U19 torus Awwansluguil 5.2
Wibuiileuseninagunuesenn 55 wag 60 Weosidudveawds wardndugufinanmss 1600
wag 1800 sousiou?l wudTuMUAenaINsdaTugUiiaTunussuwasdueniu luu
FuauazUsngeIuEn o uinasesdssnuwiifiun (parting line) usanansasineanladiy e
HTUATIATNRANIAGILAILNTDIIANTIAURVULAIRIFUN 5.3 - 5.4 WU 1aseaseagania
Ineluuseneulumensevaiilion (waadng) deuseusigeunindaneuaslud (@wn) 91

I3 ' & « & A e = a o a o < o a
VAN UazNs 2 il nszageglulaiuiluansda Fi) vausnudaunarugniuiiin
nnswfagninliseninamsdatuguusngluvinanduasin syniaddaeuasluainig
N328MING wiveansdidunawiunissaungs (cluster) wasllaSeuiieulasiaiianinves
2 o A ¢ &« < =Y o A s 2 = ~
FUUATENN 55 Wag 60 LWesidunvads wudl Junuwieui 60 Wesidudvauds aud
Usnamesnerglidonuazeyniadanouamsluaiuinnindununseni 55 wWesidudveuds

! da A a - [ a & ! a X - [ ' =
atalsifl Weliasanfausinsaavugunudn n1s@atusuiiaininss 1800 seusteundl Ay
Tlassadsganiatununends@etuguiaumnuiuremdanzias fanfunninintdes

55%Solid loading

55%Solid loadi
/1600rpm. r ""

800rpm.

i
IR

60%Solidloading
/1600rpiy.

JUN 5.2 Juaundin1sdetugy wieud 55 uay 60 Wesiduivreanla uagdatuzufinnuga
1600 Uy 1800 s0UABUNY
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. o PA ATV GaT - ‘T

-, -
r o

¢) 60 % solid loading, 1600 rpm d) 60‘% solid loading, 1800 rpm

U 5.3 lassaseganiavesiuaundin1santugy w3eui 55 way 60 wWesidusveauds way
AATuFUNANIST 1600 uaz 1800 oUW

JUN 5.4 1A59a5199001Av098U WA IN53ATUFUNANE 1800 sousiewdl wWSsuiiieun

9
o v

A&9ve1e 1000 W1 a) 55 Wasidusvadds wag b) 60 wWasiduduaanda
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a Y] iy ) a X iy A '
JUT 5.5 1959851990011A2090UUMAIN5BATUTU o a) YeuTuu uay b) sealdeusemu

(weld line)

oealsAn lenmaaeulassainqaniavesturumdinsdntugy a Udasing 4 1
FpuresiuuUInaveUsesUsEnuLlfiniuasivs namadlnswuy  wunsnszanes
suaqmazqﬁl,ﬁamLLaza‘qmﬂ%éﬂauﬂwﬂuﬁﬁlﬁaﬁwLama desosdourovy éﬁ’qgﬂﬁ 5.5a)-b)
fail  Tassadganiafiliahiaueuinusesdeudfsnitoradonnnuseiulumsdatusui
yhawiduansiadifianuvindesningnineenluusngdusiu Jadunsergiiflouvuuny
nsnanely  dusesdeuderuiiintuty  eailewnannisinasivesdiunamio
VRUWMAIIGINTIMUUFUNS torus lAnsosdoudewuty uaymnarunauinfnnisidy
fneuiialausznudniuain fensazvhlminsesdeudesusngny Wudu

v Y
5.2.2 ﬂ’J'l&l‘Viu']LLuu‘anuqumn'ﬁaﬂ%ugﬂ (density of green samples)

WaiasanAAunuILUusn  (bulk  density) maﬁumuazgﬁtﬁamﬁ%mLmé’ha
aun1aZdnoumslud 15 WeosdudlaeU3uins aewdan1sdavugy dwandlugui 5.6 wui
mﬁm%ugﬂé”mﬂamﬁa 1600 WAz 1800 Faudou I azlyduauiliAIANNRUILLUSILALY
wansineudnidn  wazilleNansaIeufiguAIAIIMUILUUTINYB U URATUTUIRT BN

¢ & & < ' < a 2 a a f <& & < Y
55 uar 60 Waslurveauwds wud Junudausuwioui 55 wWeidudvewuds viAiay
MUNRUUTINRAEANUAU UL E]) @UNT 4.2 4ag 4.3) YNNNITUNURATUIUNTENT
60 Wasiiudveauds Feanunsaaduiglain iesnnluszninansdatugutdunuiinisdatugy
Ao v ] a ~ ¢ 2 & = ~ ~ | P | ] a ~
nlddunauiinnieuin 60 Weosiwudveawds sxlianuviiareudiegs dunaudiawseun 55
WosifuAuawds  Tuazlianuniafisnnin  esnnivsunaansdaiuinnin  Iedsnainle
! a & & & a 1 a ~ e a £ a ~
serinnsRefusiiuiunuiaasuusasnuluinainnnindunuladusueseun 60
Wesidudvauds Al snadulldhansBafivasunaignineanuiriiusesssnuwdfinn A
a P o g v = a ¢ & & 2 o oA oA
JUN 5.5 a) Jenavilvidunuwseud 55 wWedldudveuds danuvuiwiuiiinnniniesain
ansdaffianumnudusingnineenly  Fedmauieriuliemuiuaneiidudninumuiniy
NaNgEY
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g
B
=]

o Hspeed 1600 B speed 1600
= [Ispeed 1800 £ 10 98.91 O speed 1800
£ 220 z
o 3
32 2.00 1.924 1.917 2 o5
z A 9262 9228
g 180 = e
= o
= ‘; 20
g 1.60 5
I =
O 140 : 85 Ceete

55 60 S 55 60

% Solid loading % Solid loading
a) Green density b) % Theoretical green density

[
=

JUN 5.6 ANUMUILUUTINLAZANUVUILUUN NV ¥ VDITUNUNEMEINTAATUTY
523 m’mLL%ﬂ%aﬁ%uﬂﬁuwﬁaﬂﬂiaﬂ%ugﬂ (hardness of green samples)

NANSVAERUAIAULTIRTUIUNEaIN5EnTusUluanayes (Shore D) wud1 A

< e a oA ¢ & < 2 A a @ = L <
AMULTIVDITUNUATENT 60 LUaSIFuUATOIDY JA1laauwindy 58.44 FNNIIAIALLY
Y0UNY W3euil 55 Wosidudvrawda fie 54.75 AUl 5.7 ({e) leaunanduTunamg
svglilleuuavouniaddneunisludnuinndt uasdlewSouifiouanuuwieninld o v 4
AL fig P1 - P4 1ag P1 Ao AUvUamadnngaLuunansieguil 5.7 (¥31) Wu3n sl s
madhimanuudsadefidesnindiunudy § foralewnainusnamadiidnsnssaiei

355 % solid loading at gate
360 % solid loading
1P L
60.00 60.00
56.2 ] 56.50° ~
T

YRINITUBENINUSIUDY

70 70

65 65

54.75

58.44

o @
n =

Shore D hardness
£

Shore D hardness

=
a

&

55 60
% solid loading Test position

JUN 5.7 A1A1LD4 (Shore D) vosiuundin1sdndusy Wisuiiuniswseudiunauding
55 uay 60 Wasidusdraawla (H18) uazlUSeuisun1snadeusaeuy o sunis P1 - P4 (¥77)

5.2.4 N3N1INENTBNRLEI5AZANY (solvent debinding)

dipthununiendanisdafuglwieai 55 uar 60 Weosduduawds ufdnansin
v I ) ) s & & = = .
mgasaragienia [Wuszezian 1- 10 Tilus iedAnwilesiduinsayideanssn (% binder
loss) SINANTVAGDIAARITUT 5.8 WUT WBlsUAUNIIAIRETEN TuNURATUIUWIENN 55
Wesidudvewds aziinisgadeansianiuinnd Tngassuneanisgaydealsianussanas 60
s & S o A o o o o A a X o A
wWesigudlagimiln Mszeziia 6 9alus uag 8 PlusdmiuTunulatugunieui 55 uag 60
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Wosidudvasuds mudy seiliesantusrusiend 55 Wosidusvesuds livsinames
asBafiunni SehliasBadugnasasooniludaniiuinndt wasgnindldifoununly
szppnaniiauni TnsansBaiildlussuuivsenoude Tndlnsfidu wsfiuiand wegnseaiie
3n Tudadau 30 65: 5 Tngnimin dafu asBaifumsiuwnd uasnsnaiiesnazgninin
oonluluduneut wosimdelndlnsfiduiidnshmihidulnsaimdnifednnergiidouuay
aumABansuAIsludmeiy  Aewdidnismdnanstadisanuioukasnswndneely
ey szepnafivanyaudmiunsthinasiadmivunuedend 55 war 60 Weddud
voauds 0g7l 6 uay 8 2l amidy

100

—— 55 % solid loading
- = =60 % solid loading

=) co
> (=]

Binder loss (wt.%)
=
(=]

20

0 2 4 6 8 10 12
Debinding time (h)

JUT 5.8 Wesi@usdnsgendeansia (% binder loss) WaridnansBareansazaneignisy
53  duUAYIBUNUNIBUAINISEINTN (sintered properties)

5.3.1 1A3985199801AY2IYUNUNANITININLN (microstructure of sintered

samples)

AENFINTIHTNT 655 asengalue hian 3 Talue a1sdalagnindaly evinlv
lassasnganinvesuaulaeniluusenaulumeilienuesgiiiloudouseusis aunindanau
I3 Y] (B % 5 g.// Qy a d' & @ & [ [ d‘
AsluansyateiagAuteatare MalugunueseNn 55 uag 60 Woslduiraunds Asgun
5.9 WewSyuiiisunarasninuniilunstuguil 1600 wag 1800 seusaw wudnliwmnsneiu
wnin wenanil Tuuensdlnunisnszaedveteynirdaneumslundunguiou (SIC,
cluster) s019umouiugnUNoIRAATUTENINNsAnTusULay llaunsandnlavualy
TugunaunISEWINTN
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Speed = 1600 rpm Speed = 1600 rpm Speed = 1800 rpm
High magnification High magpnification

Rote [ b) L
A %' K

55% SL

60% SL

Ul 5.9 Tassadganeestunundsnisaadn wiewdl 55 uay 60 iWedidudvasuds uas
Aetuguiinuds 1600 way 1800 soUsDLT
nansnTIvaeulnNainanIafendeiganssmibiinasounuudeInTInvesT LY
ndamsumiinluusiazaniznsmaasfiddwes 500 wih uandliffiuisruasiaueves
Taseadagania uazsesseiiuiiaili (sood interface) sywinseynndanouasludiagns
ovglifion Feustlfiifamawndnilavosnar w gamgl 655 ssmwaibua duuandusui
5.10 a) - d) LLazLﬁﬁleJmiwﬁﬁ’]Gﬁ’JEJL‘V]ﬂf!ﬂ EDS WUULNUT éfqgilﬁ 5.11 a) —f) WU Wl
Usgnoudeezgiiouuaznosunadundndsasnndesivinsnezgiifounsiidontd uwagly
dvounausTuAooynaaneunsludlansuInesiAne ULz A TUB LT UNdn

y K & J
SEI ARV WDITmm sS85 - || x880 " soum
SUT A ) N\

a) 55 % solid loading, speed 1600 rpm

¢) 60 % solid loading, speed 1600 rpm d) 60 % solid loading, speed 1800 rpm

UM 5.10 1A59a5199001A08N 09T IAUBLANATOULUUADINT INVDITUITUNAIN KN
Tuusiaganiizn1smaaes
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b) Al ;apping :

Al

SiC ~-
e Y o matrix

f 60pm v

Electron Image 1 Al Ka1 Si Ka1

d) Cu mapping

¢) C mapping f) EDSWmap analysis

Cu Ka1 CKa1_2

JUN 5.11 lassasiqaninaieendesqanssaidianaseusuudensianiounaiingizi EDS
LUULAUNTOIUNUMEINITINNTN We5aN7l 60 Wasidurvaduds 3aTuguil 1800 sousoulil

5.3.2 Fhﬂ'nw,l,%ﬁmnas‘aLLUUQamﬂ%aaﬂ'ﬁuﬁwﬁqmﬂmwﬁn (Micro Vickers
hardness of sintered samples)

NANNTNAABUAAULT BT UM T E N NUI T U 60 Wesidus
youds SAnmuudefiinnnindunueniond 55 Wesdusuouds éﬁ’ﬂgﬂﬁ 5.12 lagdA1Aany
LL%@L@?{aqqq@whﬁU 125.2 Hv LLazLﬁaLﬂ‘%aULﬁwmasuaqmiamsﬁugﬂﬁmmL%a 1600 wag 1800
soustoun?l wudliiuanenafiuannidn - ARRdBITUANAINLILLUTILYBIT U TLUMEINNTIN
wiln feduaziiiulgdn %umum%m?iLU@%LG’&?W?GUENLLG?Nﬁqﬂﬂdwﬂﬁauﬁ’aué’qmil,mmﬁﬂ Tufe
fienauunduLarAULTiRn

o ——— -

M speed 1600 ~
140 o speed 1800 123'4 12?‘2 '

120 |

90.6 272

100

=]
=

=)
=]

Micro Vickers Hardness, H,

Y
=

55 60
% Solid loading

= 1 <@ a s Qy [ =1
E‘U‘VI 5.12 ATAIULYIIALNBIFLUUYANIAVBITUINTUNAINTTLNINUN
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5.3.3 AMAMNURUILUUVDITUNUNAINSENEN (density of sintered samples)

AAumuuLuTn (bulk density) vestumumdimasnaiinuisuisunsdiuny
wisndl 55 way 60 wWeddudvosuds uansdegud 5.13 wuth Funuedoud 60 Wedidus
voauds fienauviiuriuads 280 nfuiegnuiafieufims Wedstuzuiinmuda 1600
uay 1800 soUstaLTl snnMinTunueIoud 55 Weddusvesuds dideumuuiusiuede
2.70 nSusegnUIANwURAT WeAndu 95 uaz 98 WeosdudveadIANUUILLUNI WG]
dwsuTunusdend 55 uay 60 Weddusveauda muddy

2.90

"\’E mspeed 1600 2.807 2.803 ) Espeed 1600
> Ospeed 1800 T T g 100 | @speed 1800 98.66 98.51
&0 2.80 e vaee
- 2706 2.695 =
i« Tt Z . os 95.10 94.70
3 £5
T 5™ 90
1 =
£ =
=
73 s
55 60 > |85 ‘
. . 55 60
% Solid loading % Solid loading
a) Sintered density b) % Theoretical sintered density

o | | a 2 o a X
EU‘W 5.13 ﬂ']']lﬁ/iu’]LLUULL@gﬂ'ﬁqlﬁﬁuqLLUUWWQWQU{]GU@QGUUQWUJW']Uﬁaﬂﬂqii‘!m“{]uzﬂ

5.3.3 NMSUARVBITUIIURAINTISINIKTN (density of sintered samples)
PNMTUATILRAINITUARILTUEY (linear shrinkage) VBITUNUNSINTEHKEN TUTR
#1199 g LUk uAudna1aniguen (D) wWuruaudnarsngly (d) uazauas (h) duansly
a | | 1Y) ¥ | s a a P |
JUN 5.14 a) - ¢) WU AMIesvedduEuAudnaaeueniAnign As luyie 12.85
- 1535 Wosidud sesmwunfe wurugudnarsnely fe Tutis 5.94 - 8.12 wWesidud way
o ) a0y A & | s & & a
NUIAINITRANIVDIAIUGIUATUDLYIEA AD Tue79 0.384 — 0.411 WastHum wazyINRaITN
nsvAfalagUTIIng (volumetric shrinkage) agmudnilAdeudnags fis Tuyie 41.50 - 48.48
Wasigus feaanmaasiunisiiaavaunallulasaas19seninenIsendn
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Hspeed 1600
Gspeed 1800

Ospeed 1600
Ospeed 1800
20

15

% Linear shrinkage of h
(5]
% Linear shrinkage of d

10 730 7.63 <08 8.12
" ) 5.
0.386 0.384 0.411 0.396 3
'y 0 0
h 55 60 55 60
' % Solid loading % Solid loading

a) % linear shrinkage of height (h) b) % linear shrinkage of inner diameter (d)

1~
2

80
Ospeed 1600 Espeed 1600
Torus Shape E Ospeed 1800 zﬂ Cspeed 1800
2w £ 60
En 15,14 1535 15.32 £ 48,48 48.01 47.38
215 = 41,50
£ o 40
NG| -
8 0 ]
° 55 60 ° 55 60
% Solid loading % Solid loading
c) % linear shrinkage of outer diameter (D) d) % volumetric shrinkage

JUN 5.14 AMIVaIvedunuaan sk ilnlulifaing q Ao ldurugudnaaieuen (D)
urugudnannglu (d) uazaugs (h)

5.3.4 ANNEIUT5ATUNITAIVUIN (dlmen5|onal stabuluty)

mﬂwamsamwvwmmimméuawumummwaamﬁamusuLLavmwaamimeuﬂ
azannsaUszidiunuanisalunisassuin (dimensional  stability) vserudabeaves
Furmanandesuunasg (stdev) vasamsnadiluusavifivestunumagey S1umu
Hamum 6 Fuem é’asﬂﬁ 5.15 a) - d) asnuidlefasannisiademedunumendnsin
ﬂ]’uiﬂﬂaumammwmiumLusammwmwaamﬂmmm desannistiadervesdtunuly
suumaumﬁamuiﬂuummWﬂmwmmmaqmiaﬂmalﬂaauamuvmﬂwmmmusuamm ey

mfﬂsaumaﬂwmym'ﬂﬁammaqmuwaumeaaummmalwamLsmqi‘wmmu

ﬁ’;umiﬁmLﬁmﬁLﬁmﬁuiu%umaumimeﬁﬂﬁ?uqﬂﬂdwasml,ﬁulﬁ%’m withilosannnns
meﬁﬂﬁamwﬂﬁaqﬁﬂﬁﬁmLﬁ/\lasuaqmmﬁammﬁ 655 aammal,%aa et SevildAanalnsing
9 Fuszwinamsninuasy AR sLLLs (densification) yoatuau Inglussuinenisin
nilnuaveaal (liquid phase  sintering) thy ﬁ]“mmmia}mimaumﬂmﬂmLummm‘V\Ia
oAt Ul luunsnseninwerinwems  wazvinliifnusiaiaatsmaeneing 9
WUty FeilmAnnmsadalulSinafiiinninmswndnmavesuds (solid state
sintering)
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0.020

Stdev of inner diameter (d)

—

—B-55 %SL - speed 1600
—4—55 %SL. - speed 1800
8- 60 %SL - speed 1600
—'—60 %SL - speed 1800

2 3 4

Specimen

0.000 ~

5 6

a) Degree of distortion (inner diameter: d)
after moulding.

0.080

0.060

0.040

0.020

0.000

Stdev of inner diameter (d)

=55 %SL -
~4—55 %SL -
860 %SL -

60 %SL. -

speed 1600
speed 1800
speed 1600
speed 1800

2 3 4

Specimen

d,

d;
d

/\1l
S o . ’

g——i‘\_i,/

<

!
5 6

c) Degree of distortion (inner diameter: d)
after sintering.

0.030

0.060

0.040

0.020

Stdev of outer diameter (D)

0.000 [lemmmses messnes

1

-{F-55 %SL. - speed 1600
==0=-55 %SL - speed 1800
--0--60 %SL - speed 1600
-=1--60 %SL - speed 1800

2 3 4

Specimen

(_3..----:_\-.-----!’1.----.“1

5

6

b) Degree of distortion (outer diameter: D)
after moulding.

. 0.080

a -{3-55 %SL - speed 1600

= 55 %SL - speed 1800 D,

E 0060 1 60 %SI. - speed 1600 D,

E 60 %SL - speed 1800 D;

3 0.040 = :

= D,

£ 0.020 O

s =Pt Sty .

g P "_“:g;;;l:'g"“"

< 0.000 © '

“ 1 2 3 4 5 6
Specimen

d) Degree of distortion (outer diameter: D)
after sintering.

5U# 5.15 audailenveaduanundinisatuguiasduaunainIsinisin
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31NN15NARBIRATUTUTUNUIAATIUTENBUNUR gl aS LT INILRUNIATAADY
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o ¢ s & & a % « A o X 2 o o
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Y
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=

ol URNNs Tuiadeusigans 2 uaines FaniaunTu e a1v13v1iaanssulannis
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¥ aa 4 s f @ 6 a V=2 0 a &( I .
AigaunIngdneunsiun 15 1WesidudlaguTuins lauladnwidiuusn1sd@nugy As i)
9umMaiin38ATUFUN 280 - 300 asrwaidea i) Aaansalun1saaTuguil 1600 — 1800 seU
Ao waw i) drunandawieui 55 uaz 60 Wosdudrawds TnenruaNgungIuIRUWT
80 - 90 BIFLTALTYE

MNWANTNARBINUT NMadeNduNANEaTusUT 55 way 60 iWedidusivasuds Tae
anunsdatusudueuiifvuadndeuifuniia 4 nswuy Ided1sdaiios Fuaugunss
torus YWIALEURIUANENaIIN1EUeN 20 daduns uaidusugudnaianigly 10 dafiung
LazANge 5 dadiuns Jvuindsuinsveusazlnsauuy (injection moulding volume) e
925 gnuiAndladling

%umumwé’m’ﬁamsﬁugﬂmmmmlé’ﬁmwé’qmiamﬁugﬂ wunsdaoatios uazld
Fuaundansdntuguimmamuiuiunimgedi 92 - 99 wWeddusd faruuda Shore D
Tutae 54.75 - 58.44 TasTusudntuguiniond 60 Wosifudvasuds Teramnuudaiigend
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