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Product
F75B (For general-purpose)
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Product description ~ Feedstock for metal injection moulding.
W4 2 Min. Average Max.
Oversize factor 1.161 1.165 1.169
FERIR Bha $ min. Average Max. DIN EN IS0 1133 (190°C/21.6kg)
MFI g/L0min 400 800 1200 K8
sk = LR 4 Fe C Cr Ni Mo Co Mg P S
GeEEH I > 0.0 0.0 27.0 0.0 5.0 - - -
Typical composition
after Sintering < 0.75 0.35 30.0 0.5 7.0 Bal. - 0.045 0.03
e IRELRS sk 3
Project as sintered heat treated
il
Dézhy 8.02 glcm3
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- Joe IR i
i X Yield stry(;ngth Rp02 450 MPa 540 MPa
Typical properties LR
) /%
Tensile strength 640 MPa 950 MPa
Effo
Elongation A10 e 2
5 >HV 260 >HRC 37
Hardness
55 138
Salt spray test 20
—B —B =B = UL
SRS
LSt o 185°C 185°C 175°C 150°C 190°CN
Recommended injection temperature
Zone 1 Zone 2 Zone 3 Zone 4 ozzle
UL
90-125<C

Recommended injection temperature
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Injection process Reference density interval
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Other injection molding process parameters are greatly affected by product shape and
requirements, so they are not written out.
It should be noted that the setting of injection molding process has a great influence on the
green density of the product, which may also cause the final size of the product and other
requirements do not meet the user's expectations.

5.27-5.33 g/cm?®
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o . 98% HNO3
Debinding acid
it M
L 100-150°C
Debinding temperature
: . Jit A B ] T TR R R
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o Debinding time depending on part thickness (e.g. 3 mm part approx. 3h) ()
Debinding process = — -
e When the minimum debinding rate of green part when it
Bifs LZE

o reaches 7.3%, the debinding process can be terminated.
Debinding process

LR RACE %
KB 7.3%HF, AT DAL (kiR R
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Equipment Catalytic debinding system
JREE R Abess
Sintering atmosphere 100% Argon
IREEE SRR B
Sintering substrate Non-metallic base (e.g. Al203)

MR T E 2 600°CiE R H, RAA 2 BAFR N AL,

AR DRI ARG 45 70 BER B IR 44, ELIRT ] 450min 245
U Wit From room temperature to 600 °C, vacuum debinding with
Negative pressure degreasing multi-stage holding temperature is used to ensure that the

remaining binder can be removed completely, and the total

ReET2 time is around 450 min.

Sintering process o . NI
M 600°C LA 3°C/min JHEZE 850 % [C R ik — B R #k1T &
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From 600 °C to 850 °C at 3 °C / min and holding for a period of

Vacuum sinterin
g time, the vacuum internal sintering is carried out to ensure that

the carbon content of the product is in a reasonable range.

M 850°C LA 3°C/min FHifL % 1050°C 5 FL & #5ilt, 2 Ji5 LAFIRE
MFHREE TSR 1260°C, fEMRIBUEL, RGHEPTR
5y e sk HAH.
Partial pressure sintering From 850 °C to 1050 °C at 3 °C/ min, holding for a short time,
and then it was raised to 1260 °C at the same heating rate for
material densify, and finally rapid cooled with the furnace

Shelf life RS 12 DH, Bk R 2w
17 )5 3 If stored appropriately: 12 months. Protect feedstock against moisture.
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Disclaimer: This datasheet is only based on our knowledge and experience, which has certain reference significance.
However, it cannot completely exclude the user's non-compliance with expectations due to various reasons, because
there exist many uncontrolled factors affecting the final requirements and performance of the products.




