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Synopsis :

New mixed powders, KIP CLEAN MIX were developed to minimize segregation and
dusting by a treatment which firmly bonds graphite and additive powders onto the
surface of the iron powder particles. The segregation-free treatment gives a C-adhesion
ratio (the ratio of carbon content in 100~200 mesh powder mixtures too carbon content
in the total powder mixtures) of more than 80 % , while the ratios remained about 20 %
for conventionally mixed powders. Dusting was also reduced by 90 % and flowability
was improved by more than 30 %, Excessive graphite concentration usually observed in
the final stage of feeding from a hopper is completely suppressed by this treatment.
Mechanical properties of sintered compacts made from KIP CLEAN MIX powders being
very stable, substandard articles were decreased and the yield of sintered parts was

improved by about 10 %.
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Synopsis:

New mixed powders, KIP CLEAN MIX, were developed to
minimize segregation and dusting by a treatment which firmly
bands graphite and other additive powders onto the surface of the
iron powder particles.

The segregation-free treatment gives a C-adhesion ratio (the ra-
tio of carbon content in 100~200-mesh powder mixtures to carbon
content in the total powder mixtures) of more than 80%, while the
ratios remajned about 20% for conventionally mixed powders.
Dusting was also reduced by 90% and flowability was improved by
more than 30%. Excessive graphite concentration usuaily observed
in the final stage of feeding from a hopper is completely suppressed
by this treatment. Mechanical properties of sintered compacts
made from KIP CLEAN MIX powders being very stable, sub-
standard articles were decreased and the yield of sintered parts was

'‘mproved by about 10%.
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Fig. 1 Characteristcs of segregation-free mixed powders
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Fig. 2 Schematic diagram of the double step hopper

Composition

Fe-2.0%Cu-0.8%Gr-0.75%ZnSt

Fe . Water atomized iron powder

Cu : Electrolytic copper powder

Gr : Natural graphite powder
Lubricant | Zinc stearate

Binder ! {(for CLEAN MIX)
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Fig. 3 Flow chart of experimental procedure
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Fig. 4 Adhesion ratio of graphite in powder mixtures
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Fig. 5 Dusting of powder mixtures
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Fig. 6 Apparent density and flow rate of powder mixtures
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Fig. 8 Characteristics after storage (Fe-2%Cu-1%Gr, com-
pacted at 430 MPa)
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