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CAE Anélysis of Powder Injection Moldng Process for Dental Scaler Mold
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Fig. 1 Final design of
dental scaler tip.
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3. Pressure at end of fill
vs Fill time.
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Fig. 2 Finite element modeling
with delivery system.
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Fig. 4 Recommended ram profile

(injection velocity profile).
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Fig. 5  Distribution of
pressure at end of fill
(30.84MPa)
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Fig. 6 Distnbution of fill
pattern

(fill time = 0.4172sec).
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Fig. 7 Distribution of
core deflection(0.005mm).



