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Computation and simulation of solidification on wall of
cavity in powder injection molding filling process
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Abstract: The existence of solidification layer on the wall of cavity in powder injection molding filling process by
boundary layer theory of microflow was reviewed. The structure of solidification layer on the wall of cavity was analyzed.
Based on the computation method of L.Prandtl boundary layer and the definition of boundary layer of microflow, the
mathematical model of solidification layer on the wall of cavity in powder injection molding filling process was
established. The results of the numerical simulation indicate that the thickness of the solidification layer on the wall of
feed channel can be nicely described by the mathematical model. Some useful information for predicting and controlling
the solidification on the wall of cavity can be supplied by the mathematical model established.
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