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Development of innovative debinding system for micro metal injection molding
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Metal Injection Molding (MIM) process is suitable for fabricating small parts in
large quantity. In order to decrease the deformation of sintered parts, powders of different sizes were
mixed. The effect of powder particle distribution and powder loading on the distortion of complex shaped
compacts were investigated and evaluated. Smaller deformation of the parts could be realized by using

mixed powder with smaller particle.
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