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Product description ~ Feedstock for metal injection moulding.
W 4 % Min. Average Max.
Oversize factor 1.161 1.165 1.169
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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.
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Debinding process
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Sintering process

Shelf life
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Debinding acid
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Debinding temperature
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Debinding process
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Sintering atmosphere
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Sintering substrate
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Negative pressure degreasing
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Vacuum sintering
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Partial pressure sintering

98% HNO3

100-150°C
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depending on part thickness (e.g. 3 mm part approx. 3h) ()
When the minimum debinding rate of green part when it
reaches 7.3%, the debinding process can be terminated.
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Catalytic debinding system
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100% Argon
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Non-metallic base (e.g. Al203)
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From room temperature to 600 °C, vacuum debinding 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.
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From 600 °C to 850 °C at 3 °C / min and holding for a 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°CLL 3°C/min Fhi % 1200°C 5 i & Fril, 25 LA
B RITHREE T RmZE 1300°C, fEEMRIECEN, REhE
S T A

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

MAFARES: 120 H, Bk R 2.

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.




