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Abstract Ceramic Injection Molding (CIM) is one of wide used processes in industry field and the applications are
gradually being expanded to parts of medical and electric devices. In this study, the CIM process were analyzed with
FEM and process parameters were studied and analyzed the effect on product quality. The shape of simple flat plate
was compared to the shapes with the hole, with the round corner portion or with the side wall portion. If there are
holes then the hole around the uneven density distribution and the defects such as weld lines could be occurred. The
Large radius of the corners of the product give good formability and fluidity. Not only the shape parameters of product
but also the process parameters during CIM are studied. The simulation results showed that the process parameters of
temperature, initial fractions and velocity are important design parameters to improve the quality of products.
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[Table 1] Material parameters of feedstock

pahf;t;;?rs Value
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[Fig. 3] Experimental results of the actual CIM process
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[Fig. 5] Trapped air pocket due to jetting: (a) schematic
diagram (b) defect due to jetting (c) simulation result

(c) Simulation
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