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Production Processes
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The products are mainly made of
metal powder such as iron powder
and alloy steel powder. To improve
the strength and  additional
performance, additives such as
graphite powder and other metal
powders are also used. In any case,

only non-hazardous selected
materials are used.
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The additive powder and lubricant
are mixed with the main material
powder using computer controlled
system. Lubricant is added in order
to prevent compacts from sticking to
tools during pressing.
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Mixed powder is fed into the cavity
of tools and compacted under a
pressure of 300 to 800 MPa.
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Green compacts are heated in a
high-temperature furnace where the
metal powder particles have solid
phase bonding.
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@ REPRESSING
When dimensional accuracy is not enough after the sintering process, it is
repressed for better accuracy.

@ MACHINING

Ideally, P/M parts should be produced only by compacting and sintering. If the
design requires, machining and grinding may be applied in order to obtain
required dimensional accuracy and shape.

@ CASE HARDENING, INDUCTION HARDENING

The surface of ferrous P/M parts can be carburized or carbonitrided and
hardened by the similar methods as those used for conventional steel. This
process makes the surface of the parts hard, thus improving wear resistance and
fatigue strength. Induction hardening can be used to partially harden P/M parts.

@ STEAM TREATMENT
Heating ferrous P/M parts in a steam atmosphere of 450° to 550°C gives them a

bluish-black finish. This iron oxide (Fe304) finish has superior corrosion
resistance and wear resistance.

YAV Repressing BT Machining

BEIRICKITZEIEREIIC
MAT EZHICLIEERE
ZTVREOHBEEZN>
TWEY,

Inspection is performed at every
stage of the manufacturing process.
In addition, inspection quality is
upgraded by implementing plant
auditing by a third party.
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Finished products are packed with
care to prevent damage and rust
during transportation.




