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Feedstock MIM
M EHEPESHR)

Fe02Ni B (B %)

7 ,
Prodiet Fe02Ni B (For general-purpose)
IRLE B B R VE S B R
Product description  Feedstock for metal injection moulding.
Wiz Min. Average Max.
Oversize factor 1.213 1.216 1.219
LU TR Ei=E min. Average Max.
ki jﬁa.ﬁ : DIN EN ISO 1133 (190°C/21.6kQ)
MFI g/10min 400 800 1200
Fe C Cr Ni Mo Mn Si S P
B4 5 MR
GZEEH 7D > - 0.4 - 15 - - - 0.0 0.0
Typical composition
after Sintering
< Bal. 0.6 - 2.5 - - - 0.03 0.035
TiH as sintered heat treated
Project e HASb B
TE
D;Lnsity >7.55 glcm3
e IR B
ST Yield strength recz ks

Typi/cal properties By R g
Tensile strength

SEA A .
Elongation A10 >3%

>260 MPa

IS
Hardness SRl /

5
Salt spray test

SR Zonel Zone2  Zone3  Zone4  Nozzle
Recommended injection temperature 185°C 185°C 175°C 150°C 190°C
A B
Recommended injection temperature
S N X ]

R T Reference density interval

Injection process  HARVEIE T2 SHZ 7= MR S EREMBIR, MRS H
TEERNE, TR LZMB0EN T i A B E BRI, X A] e
FEU IR E RS A R AR # R .
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.

90-125C

4.82-4.88 g/cm?®



Wife TE
Debinding process

i Fi R
Debinding acid
it Pl P

Debinding temperature

Jit A Bt ]
Debinding time
MR L ZE
Debinding process

B UR

Sintering atmosphere
RRGE A

Sintering substrate

98% HNO3

100-150°C

BT A

Depending on part thickness (e.g. 3 mm part approx. 3h)
AR ERARBUIE R

152 9.8%/Hf, AT BAZ 1R AR 2

When the minimum debinding rate of green part when it
reaches 9.8%, the debinding process can be terminated.
WG

100% dry argon

AR R

Non-metallic base (e.g. Al203)

MEEFmE 600 CHFEF, REA 2 BRHEN 7 E
W M, DA £R 0 4 6 45 7 BE a0 G T 0d S ]
450min £ 4 .

From room temperature to 600 °C, vacuum debinding

B s i A

Negative pressure degreasing i . ) i
with multi-stage holding temperature is used to ensure

that the remaining binder can be removed completely,
and the total time is around 450 min.
bess T2

L M 600°C LA 3°C/min FHiF 2 850 % [ #r i — B i 7] 2
Sintering process

ITEZTARE, HRRHR Wik S BESHXE.
R RS From 600 °C to 850 °C at 3 °C / min and holding for a
Vacuum sintering period of 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 FHi % 1050°C 5 4 & ik, )5
LRI B R FE T &2 1260°C, 7S MRl 1L,
RJEHP A

From 850 °C to 1050 °C at 3 °C/ min, holding for a short

S Ekest

Partial pressure sintering ) ) )
time, and then it was raised to 1260 °C at the same

heating rate for material densify, and finally cooled with

the furnace.

TR WERMEAR 4 12 4H, BiibERZE .
Shelf life 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.




