A Study on Green Transformation Manufacturing Process for a
Carbon Rotor of Vacuum Pump
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Fig. 3 Pressure distributions during injection process
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Fig. 4 Carbon roor made by powder injection
molding
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Table 2 Comparison of the development process and
original process

Process Original Development
. Powder
Manufacturing Cutting Injection
Process .
Moulding
Process
. 180 60
Time(sec)
Materal Loss
61 48
Rate(%)
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