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Abstract : The research advance of the effects of processing parameters, mold and materials on micro-structure replication of

micro-injection molded parts was reviewed, the prosperous development of this technology was also presented. The

processing parameters were put emphasis on the melt temperature, mold temperature and injection velocity, and mold

was focused attention on mould structure and surface roughness of mold cavity. [ Ch,12 fig. 26 ref. ]
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Figure 1 Effect of mold temperature on height
replication of parts in MIM
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Figure 2 Effect of mold temperature on height
replication of parts in MICM
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