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Development of the Segregation-Free Iron Powder J IP® Cleanmix ZERO
Reducing Variation in Weight of Powder Metallurgy Green Parts in

Mass Productive Pressing Line
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Abstract:

The segregation-free iron powder J IP® Cleanmix ZERO reducing variation in weight of green parts in powder
metallurgy mass productive pressing line has been developed. It can improve the yield in the manufacturing process
of the sintering part. When compaction pressing of continuous operation is restarted after the stop due to the
unexpected reasons or break, Cleanmix ZERO can lower the difference between weight of parts before and after the
stop. In addition, it contributes to superior filling ability to a die cavity and uniform filling in a cylinder cavity in
simulated die for bush shape products. It results in the reduction of failures due to deviation from specification for
part weight and dimensions at the time of the molding. These characteristics could be realized by reducing the
adhesion between the particle. It was confirmed that cohesion of Cleanmix ZERO was less than half of usual Cleanmix

powder in the powders layer shear examination.
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