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ABSTRACT

Removal of gas in a mold has been a big problem in pressing mold or in injection mold. Air vent has been
used to solve the problem, but it has weak points such as the increased cost, the increased number of process, and
vent marks on the surface of a product. In this study, the sintering method and rapid tooling method are used for
making porous metal mold. Porous metal mold has many open pores, which are very small. When porous metal
mold is used for pressing mold or injection mold, all process would be made short, produce cost would be down,
and vent marks would be not leaved on the surface of a product.

Characteristic of porous material varies from sintering conditions, which are the length of sintering time,
sintering temperature and sintering atmosphere etc. This study will find optimized sintering condition for the
porous metal mold.

Key Words : Air Vent(%7]7TH%), Sintering Method(:=Z ks %), Porous Metal Mold(Z 7135 %), Rapid
Tooling(H &F A 2 7] &)
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Fig. 2 Sintering condition of ceramic mold
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Fig. 3 Process of porous shoe metal mold
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Fig. 4 Flow chart of porous metal mold process
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Table 1 Character of bronze powder

unit | value | lower limit ';ﬁgir

>125m| % | 7.3 - 10.0

d = [>90m| % | 859 75.0 -
<90m| % | 6.8 - 15.0

2r7 % |g/ar| 495 4.80 -
84| Sn | % | 10.8 10.0 11.5
AR | P % | 0.38 0.27 0.43
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