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Densification Behavior of Metal Powder Under Warm Isostatic Pressing with
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Abstract

The effect of a metal mold on densification behavior of stainless steel 316L powder was investigated
under warm isostatic pressing with a metal mold. We use lead as a metal mold and obtain experimental data

of metal mold properties.

To simulate densification behavior of metal powder, elastoplastic constitutive

equation proposed by Shima and Oyane was implemented into a finite element program (ABAQUS) under
warm die pressing and warm isostatic pressing with a metal mold. Finite element results were compared
with experimental data for densification and deformation of metal powder under warm isostatic pressing and

warm die pressing.
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2. 0720 2. 0.681
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4 0724 4: 0.696
5 0.726 5. 0.703
6 0727 6 0711

7. 0.729 7: 0719
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Comparisons between measured relative
density distribution of a compact during
(a) metal mold isostatic pressing and (b)
rubber mold isostatic pressing under 250
MPa at 300°C
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