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Fig.1-1 Analysis of demand for machine parts (2014).
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Fig.1-2 Change in the average weight of sintered parts used in one car in Japan.
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Fig.1-3 Manufacturing process of powder metallurgy parts.
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Fig.1-4 Various high density compaction methods.
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Fig.1-5 Relationship between density and cost in various
compaction methods.
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B U CREME L 72 54 Fig.2-3 (R, 1 [BIOMEH TEAZ 0.1 g "5 2540E T, W5
BEOEERELT, 10 BEIEHLISE OB EOFEER 22 FH L. PR LGRS
EMEABMAEEZ D2 XD, R AIES EOLEREIERIERE D 1/4 1K T
5. ZUE, T T =L, HEAID SRS ICE YR TE TS, BIOVE W
FlA BN CHEEERZIE228ICRY, EENOR—R R EITMIE A& 32 B4
BT LM TELILITERNT 5B 205, BREEICERN SRR 28 H 35287,
SISO EBENLET D20, B IE M Al iETHS.

0.10
Sprayed lubricant amount:0.1 g

0.08

0.06 -

0.04

0.02 I

Variation of sprayed amount, o (Q)

_ B

Conventional Developed
applicator applicator

Fig. 2-3 Variation of sprayed amount of lubricant
depending on ability of applicator.
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2.3 EBITE
2.3.1 JFUEHE:

NR— 2 REL T, Table 2-1 {277 L7~ Fe—4mass%Ni—1.5mass%Cu—0.5mass%Mo JLEE 4
#i¥y, Fe—2mass%Ni-1masshMo JERLA @8I 5L N Fe—1mass%Mo $EHCA 48y, AN
FEL TR BLONETTEEANOROIBRA MG e Lz, BT, AARERR T
% () "o KA EREnEy (J-CPB), WEBEIRANL, 77 WROAT 7 edigh (ZNS-730)
Fo LONR I BB E T VE AI8] 4 Vo, U T A1 & U QUi i A v O IS - Ry AR T
HAIWD2)[ 712 FV 7z,

Table 2-1 Chemical compositions of powders used.

Diffusion bonded (mass%)
Symbol
Ni Mo Cu
4Ni-0.5Mo-1.5Cu 4.0 0.5 15
2Ni-1Mo 2.0 1.0 -
1Mo - 1.0 -

2.3.2 AR A 1FRLS T

W 1B L OERE I RIE T RIGIEOREBZ TSR AL, =2 KRELT
Table 2-1 |Z/RL7- Fe—4mass%Ni—1.5mass%Cu—0.5mass%Mo L& 4 8i#y 2 FV T, Table
2-2 |\RUTz 3 OB AL DIRE 2 AF L, s ZAT 7. IRFEE&TNE P IE T
I, 130°CITHENL 74T DO FKHEIZ, Fig. 2-2 (IR UI G BB B e A S A 2 & 2 )
THEWBAZEA L%, T 130CITMEAL ERIREMmE REL, REE1To7-. Fik
I LTI, |IBORAGHEHOWEEOSMCRHIE L. BB BRIEE T, &80 E%
AT, IRER, &6 130°CITIEAL TRIBIEREERLT-. WThoZiEIzB W,
T, BIBHETIIE 686 MPa &L, BUBARD 5%, KX 55 mm, §§ 10 mm, FS 10 mm &L
7z.

B R OFEAR A0 FFMEFR A AR 1L, _ERE U7 IR M AT sk 1k 36 L OVE IR AE
EOSRIFIZ IR IE A2 LML=, fIFE 1L 490, 588, 686 MPa @ 3 KAELL, 2D,
N,~10vol%H, ZXH % H, 1250°CC 60 min fREFL THERE 24T 72,

1R R BN BRAL DI IR 7 7R 2 R~ 25 B i, N— A REL T Table 2-1 1ZRLT-
Fe—2mass%Ni-1mass®Mo LA 48k 33 LY Fe-1mass%Mo $LH S &8k 2 H N,
Table 2-3 | Z/RL7-FLAREAR DIRE W 3 L ONTE S KV i &2 i L. pAR Dt
L, A 60 mm, JEE 5 mm EL7Z. N,~10vol%H, ZXFAAH, 1250°C T 60 min L THE
fEEAT-7-#, 870°C T 60 min, W—RL RT3 0.8 Tz, 60°COMHFIZHEAN,
200°CC 60 min BELELEFT o7,
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Table 2-2 Chemical compositions and compacting conditions of the studied
powders for investigating the effect of compaction methods.

Powder Compacting condition
Graphite Inte_rnal Method Compacting | Compacting Extgrnal
lubricant temperature | temperature | lubricant
CIC Zinc stearate CcC Room
Method 0.75 mass% | method | temperature i
wi/C 0.6 KW-wax* wcC
° MP
Method | mass% | 0.6 mass% [ method 130°C 686MPa
W/D KW-wax* WD o .
Method 0.2 mass% | method 130°C Wh2
*Lubricant for warm compaction **|_ubricant for heated die

Table 2-3 Chemical compositions and compacting conditions of the studied powders for
investigating the rolling contact fatigue properties of sintered and carburized compacts.

Graphite Internal Compacting condition

mass¥% lubrican
(mass%%) ubricant Method | Temperature | Pressure External

Symbol Powder

lubricant
2Ni-1Mo/CC %"7"; Steare;e Ciﬁ N Roon: 588 MPa _
2Ni-1Mo .95 Mass”o metho emperature
. / 0.5
2Ni-1Mo/WD OW-wasc: WD

130°C |686 MPa WD2**
0
1Mo/WD 1Mo 0.2 mass% method

*Lubricant for warm compaction **|_ubricant for heated die

2.3.3 BFAM S5 1

P IX, X 55 mm, 18 10 mm, &S 10 mm ORI AREZ RIS H& H 3B 8k H 17 25
ERRIGAROAEAE CRIAZ LIV R N U, JER B, BEREE L%, JIS Z 2501 (ZHEV I
ELTz.

FIIEMREZ, ATEHEE 5 mm, £ 156 mm (ZHEOIN T U7 SRS 2 VT, S1aREE 5
mm/min CHIELZ. ¥/ B —E %, JIS Z 2550 [ZHEMLL 7=/ F 72 LD EE 55 mm,
& 10 mm, =S 10 mm OFER 2 HWCRIELT-.

TR 7R %, Fig. 2-4 1235912, SME 60 mm, JES5 mm D FARAEER 4 H v,
1500 # CTHFEEL 75k i i CHERZisBh 2 6 BRamm 0 o5 sk ([nlis% 1000
min ) (Z&0FT o7, BREREAER S L CIEAL 9.525 mm D SUJ-2 $MEK, g E L Chax L
F—H—A AL (S] 10W-30) Z FHV 7=, #0IRUE 107 [BHZ 3N TRIBES A= U2\ o A9
FROAMAEEL, REC-DONIREV, fHKREMIST) (~VIET)) 25 MUk
L L. RE-DFIZHWDBERS RO 7 i, B (KAL) 1210 T, KALF
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RICHREINDZENENSLIVTWODIL01A3, A Bl EEREHE TIL, MRIicksT, BEIC
KIFT5H0EL, XKC-DHFIZHWDEER RO 7 RiE, XKQ-2[11NZHEW, BEREAD
BENSEH L.

o w=0.62[P/r* (1/E+1/E")*]"? (2-1)
P 3 BR SR ER DA 17 faf E (kN)
r: AR BREER D F- 2% (mm)
E: i BREHER DY 7 (206 GPa)
B’ BERS R DY 7 3 (GPa)

E’=-342+69.2 p (2-2)
o BEREIR D FE (Mg/m?)

F7c, W TR O L2 BT D70, ~YIET] 4.4 GPa ZHTE DR
LE(1.2, 3.6 BLO 5.4X10°) A L7z, #97aliRa P L, UBHZERIRL 72, SUBHZ:
Fig. 2-5 OALE/NDERIIL, BB E T OWZ 3% 717 — VIR TR RL, Bl

Specimen holder
Specimen

Bearing balls (SUJ-2)
Ball holder

Upper race

Rotating axle (1000rpm)
Lubricant

GUMMOOw>

Fig. 2-4 Loaded state in thrust type rolling contact fatigue test.

Raceway

Specimen
Taken out position

Fig. 2-5 Taken out position of the specimen for microstructural analysis.
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2.4 FBRAE R
2.4.1 S ITB L OVER

N— 2y FKEL T Fe-4mass%Ni-1.5mass%hCu—0.5mass%Mo $IEH#k & 48Ky % V>, 686
MPa O£ CRIE LI A OF R IEICB T D5 B I OER £ % Fig. 2-6 1~
TR A Vg BB S BT D8k H I, IR IEOS G LVEL, RIBAFIEOE &L
FEFRIEDOECTHS. R—IEHE ) CHERT 5 &, IRHSRME IR IEIE ST DER
FEIX, |IRREOEAIZHA~K 0.2 Mg/m?, IR RRIBIEIZEE K 0.1 Mg/m® [f] L,
7.4 Mg/m’ DEMEZ /R LTz, ZOBEE M _EiX, PEHEME A ORI E O L OB
W ZV T A~DOJE ORI SN2 RICE DL DO EE ZDND. — %I, EREED
ERHEEHITR TR ~OERK OB &3 KL, PR D45 &R O BEE )
(k1 77) BHERT 505, IRESRNMMEBIEIE T, BIRAIE, IREEIFIELDS, &
JERYE FEDRGONDIZH D0 DT, KW ) CRIE TEADZENALNE R ST,

N
o

w
o

N
o

Ejection force (MPa)

[EEN
o

o

~
ol

~
~

~
[N

Green density (Mg/m3)
\l
w

~
o

~
o

C/C W/C W/D
method method method

Fig. 2-6 Ejection forces and green densities of the compacts made
by several compaction methods.

C/C method: Conventional compaction
W/C method: Warm compaction
W/D method: Warm compaction with die wall lubrication
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2.4.2 BERE IR ORI FEME

NR—2y R LU T Fe—4mass%Ni—1.5mass%Cu—0.5mass%Mo HLE S &8k 2 FVC, 15~
STV CE R OB AMRIZE LY BB LT BERS RO 5 iRIR S B LN v /L e — 1
B4 Fig. 2-7 (ORT. GIRRSBILOT /L E— @ RIEOWT UL, et O INE
w25, [Fl—EE ) Chui 5L, IRFSREE R E T, SRAIBIEICH AR
BERE T FE AN 0.2 Mg/m® i<, BIIEHREIE 100 MPa, /L —f 8 i iE 10 J/cm? ] EL
7z. 686 MPa OJES THIELTZHEIZ 7.5 Mg/m® DBEREE EEL72Y, 55EFRS 1000 MPa,
L E A 40 J/cm® SV EVME S SILT.

® \Warm compaction with die wall lubrication
Ll Conventional compaction

1100 \ \ \ \
3 Number: Compacting pressure (MPa)
é 588
<1000 .
=2
L
% 900 B
<@
2
2 800 n
490
700 | | | |

Charpy impact value (J/cm?)

490
20 \ \ \ \
7.1 7.2 7.3 7.4 7.5 7.6

Sintered density (Mg/m?)

Fig. 2-7 Tensile strength and Charpy impact value of the sintered
compacts by different compaction methods.
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T [ P R PR S Ko TR 7B (W i D S AL o3 AT IR RE % Fig. 2-8 1R,
KB ENIIIT I ATIRRE D 2RI IFRDO SN2 o Te. @R EAR L7V A 3Rk
TEARR TR B2 RE L TOZRNWZ LR BN RST2.

(a) Pressing direction

100pum

Fig. 2-8 Pore structures of sintered compact made by warm compaction with
die wall lubrication.
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2.4.3 BERS 12 R BVILERRS OO et

Table 2-3 |Z/RUTZELAFA R OIR A # Z IR  ATEEE IR B LOE IR R EE
THIBLICRER i DEM L, SHIZENZRERE LT BERS RO # 2 Fig. 2-9 IR 7. iR
e E OB EEZ HWHZEIZRD, |IRMIZIEICH A, 0.2 Mg/m® LA k@ ER & A
RO, RS BRI EE O Z5E 120X, WIThofE6 T, R EITIE
ZEN7e<, 7.4 Mg/m® T2 D@ WV E DS H Tz, BEREIROE L, WIT o o
AHEREEIVELARY, 2Ni-1Mo M DIFH AN IMo M XV WEERS B ENSLND. 2T,
PR ILH T B S CODIHEIZe NI B I KD BERE AR S 7=[13]72%, 2Ni-1Mo #F D
BEREREOULHE DY Ni 28 F20 IMo MRV KELpoTobDEE 2 HND.

BEf 2 M O IR 57 R BR OFE A Fig., 2-10 (1277797, 2Ni-1Mo #1238\ C, 114
R B BIERIEEEZ T 58, ST R EE AW TERLE
2Ni-1Mo B O 57 1T 4.4 GPa THY, EIRMIEIEEZ AW TERLIZLOXD 1.0
GPa mVMEA GOV, Fo, [ACIRMSRIME M L TERL 72 2Ni-1Mo #4& 1Mo #4 D
T 57 38 2 e ifse 9= &, 2Ni-1Mo B DIEH 78 1Mo #4J:0 0.5 GPa F v MEN S HL7=.

7.6

75
~74
S 7.3 &
=72 "
71T
70
6.9
6.8

O Green density
W Sintered density

(Mg/m3

Densit

2Ni-1Mo/CC 2Ni-1Mo/WD  1Mo/WD
Fig. 2-9 The green and sintered densities of specimens.

CC: Conventional compaction
WD: Warm compaction with die wall lubrication
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6.0
55 [ -
& 2Ni-1Mo/WD
© 50 -
= 1Mo/WD
]
z 45 - o, 4.4GPa |
8
N
T 40 - —
o, 3.9GPa
35 2Ni-1Mo/CC G, 3.4GPa-
30 | |
105 106 107 108

Cycles to failure, N

Fig. 2-10 S-N curves of rolling contact fatigue test in 2mass%Ni-1mass%Mo
and 1mass%Mo sintered compacts.
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2.5 B5%
2.5.1 11 57 R DA RR 22 b & 1 57 58 B D B fR

Fig. 2-10 (Z/RL72 002, W AeTEVE MO E TERIL 72 2Ni-1Mo #4& 1Mo M4 ik
T 5&, 2Ni-1Mo #DIEH DY 1Mo #4209 57 TR EE MG DAV BRI DWW THE LT
2.

Foe et ] 0D T IR 7GRV, B SO BE Ay A s B A 2 T D 2L B TV 5110, 13].
Fig. 2-9 127" L72891Z, 2Ni-1Mo M DIED ASBERE RS LAY 0.05 Mg/m® @i\ . /INa O [11]
(DX, BN XA 5798 O _ERyE2HEE T 5L, 0.05 Mg/m® DL EH Sy
1%, 0.2 GPa @ EHIFZUFAYE LA, L23>C, 2Ni-1Mo A4 O v N 20 57 8 13

B BRI T TERY. Ee, SR, Fig. 2-11 1TRTX9IZ, WTho
FEHZ BT 550HY LLEDTE(L RS 1 mm AT, IRIEFSETHY, [#mERE S R
DEFIIIBUR NN EB BN,

700

650

600

550 .
2Ni-1Mo

500 1Mo

Vickers hardness,HV2

450 -

400

350 | | | |
0 05 1.0 15 2.0 2.5

Distance from surface (mm)

Fig. 2-11 Microhardness profiles of 2mass%Ni-1mass%Mo and 1mass%Mo
sintered compacts made by warm compaction with die wall
lubrication.
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11 55 BRI Z R AR U7 RO R DL, Wi @122 L 7- /6 Ra Fig. 2-12 1TRT.
2Ni-1Mo #4, IMo MW O EHZ I T, FIFEIINE 0.4 mm, RS 0.1 mm f2E THL.
MR T~ LT A NERR THDDY, FIBEDEFIZIBWT, REITRT =y F 73
TWRWEAHNBIZEINS. o, AAMEPIZIIM N Ty 7 ELTEY, Zhbo
TSI INFEEEL, FIBEIZ O NST-HDEE Z BHA.

(a)2Ni-1Mo

Rolling direction
_—

Raceway

Pitting

-
S

Fig.2-12 Cross-sectional microstructure of the pitting in 2mass%Ni-
1mass%Mo and 1mass%Mo sintered compacts.
(a) 2mass%Ni-1mass%Mo (S= 4.8GPa, N= 5.0 X 106 cycles)
(b) 1mass%Mo (S= 4.7GPa, N= 3.2 X 10° cycles)
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ZZT, ZOIOE I COMMEITE B LT, FEHMELOBREZ LT 5. Rl
MCI, sz 8, WLBEZSRIZ 3010 Dm0 57 ORI B W T, mmE T, @R UET
T, PN ERTHIENMON TS, ZHHO R B X, [Dark Etching
Constituent (D.E.C)J, 'White Etching Constituent (W.E.C) |, &HAVNIIESEE I TEYJEZ
TR TDHDIXARZTTA JEREEITND. Z AU 0 R SRR 13 % 57 50 L5 70
BAGRIHY, Fl 2 OFHAE N T TD[14-17].

2Ni-1Mo #4, 1Mo M DBERER XA TlE, RIBEDITEF TRITE O A A D ED MBI
7o, R 5 RO AR A BURIEZFELSTHR DI L% B RIS, FIBEZE S22 0GR
77 (1.2, 3.6 BEON5.4 X 10°[F]) AT L7Z3UEHI DU T, S T A B R Ok 28152
LHeHz L7z,

2Ni-1Mo #4, 1Mo #M DR LIS ) At RF O AL 4 Fig. 2-13, 2-14 IZENZE IR
T DT NOMEFCHIRD IR UG DA ENIXIZEE — 72~ T U A MR THD S,
DIKLE 1.2 X 10°ENZIRWT, T7TIZ, AEHDOFEERRBDOLND. o, #0IRLEDZ<
7eBIEE, ABEMOH, RESHHEIML TS, AEMIE, £E)D 0.1~0.3 mm OFESD
FPHICAEAEL, FTEOBEN S IR LA 30~45 EEOTWD. £72, BRI
12079 BFIEL CODDO DRSNS, [RIUHDIRLEL T, 2Ni-1Mo #IZH~, 1Mo #F
TIXEAMEOEDHALNITZ .

FEOFHOIRREZ R T 5720, RHD 0.2 mm OIESOFPHZ 4 AT LELL T H
CAOEBRAZR AL, MR TFay LTz, 208 5% Fig. 2-15 (7. H
RO (A EMOERFEE) IXFEAERICTHDA, BB R UALE T+ 58
2Ni~1Mo #4 D J5 3 A FI D AR Bld 72, AR U AR ZIER] (FR03R LK) 13,
2Ni-1Mo # DIEH ARV Y. FHZHNZ I\ TIE, NI, BT &5\ % CHEBEmHIL,
ARG AR RLD T =T AN THLHRTA SR (A EAH) DA ZMEI+ 20 R 03 &Y, HEHE
S FME W ETDIENHESISNTNBEZEND, A0l E R HERER 0 2Ni-1Mo F1Z
FBUNTH, Ni OFETIY A RO A AN ST Z &A@\ R 57 A 155 2 &8
T&EIe—KEFZZBNAS.
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Rolling direction

v

Before
test

After
1.2x 106
cycles

After
3.6x10¢6
cycles

After
5.4 %106
cycles

Fig.2-13 Microstructural change under rolling contact stress of 4.4 GPa in
2mass%Ni-1mass%Mo sintered compacts.
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Rolling direction

Before
test

After
1.2 X108
cycles

After
3.6 X108
cycles

After
5.4 <108
cycles

Fig.2-14 Microstructural change under rolling contact stress of 4.4 GPa in
1mass%Mo sintered compacts.
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2.5.2 H R ORI

AL, RS 0.1~0.3 mm OERSOHFPAIZ, #fEOBE T RITKL, £ 30~45
JEEWNT, fFELTWA.

HhsZ BRI, R SRR, IS D ARTIE 45 O AIC/ER T oAW1« &
BT O PATICHEA T2 AWIE ) o, BFFEL, 2 (2-3) 12k > ORSHDHIERE -
BHFRUATT 7235 B Ol DO 248 a 2V DE, © JEEREHND 0.786a, ©, 1TREHD
0.5a DALE THRKRERDIENASNTND10]. AFEERTIE, £ 0.25 mm, 0.16 mm
E7% . BN ERL TODHEIT 0.1~0.3 mm THY, it AW 03k KEIRDALE
EHOMNCOML QD Fi, EBICAGMOARTHHEIL 30~45 EOFFHNTHY,
W7 O WIS ) HER S 5/ BEEOFFIZ /AL TS, BLEDOFRE RS, AFEERTIT,
i 5% B S [FAR 2 AT 103 B A D AERRIZBI B L TWAES 25,

a=0.88[Pr(1/E+1/E")]"* (2-3)
a: i BR 2 S TR UAT T 7235 A o il o0 248 (mm)
P 3ABR A BR 0> fh7 o B
r: ARBR I EK D F-4E (mm)
E: i BREHER DY 7 2 (206 GPa)
B’ BERE IR DY 7 % (GPa)

F R DOBSHIFR AR 12D T SEM TR L7455 % Fig. 2-16 1237, (I3 #uk L
SN2 T TR TIE, iDL S L~ LT o A MERR O R T H D EHIHL AR S i 722
it (RAbM) SRS D, ZOWMZRHT X, BELELRFICAER T2 « RILMES
ZHNA[19]. BEMIX, NZT7IAROLD (b) LT A AZTEIRDE D (¢) HElEEEND.
ELLH BN NI T BFET D, NETTAROE DI, 22O T ERH
S RN AR L TR, @iz O EY DO FEVIZARR T 532 7T A LRERO IR THS.
FEANICHE, R U 2521 TR LT A MERRIZIEER O B D SRR R R
FOBRALDZBD B MO EFHOMMIT, #EUS HEZ T TN~ LTy
TAMARELIZEA L DB, M OOHMAE1T]TIE, s 8, 1= RO I7 R TI,
B AW RS OE R EZ I FEITLY, LN —T A MERE THD MR AHRR S R,
IR FE DL TT7 =7 AMED R EL B EFICE LT oS TW5. REBROFERER
RENA R LT B AN NEIZ IRAEDZEBD DIV LD, @5 FEBERE IR R
e T A B S IR U AT E NI 2K, #hSZ28iE Rk D 7 = 7 A R R LT D L4
EShb.
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[EEN
N

g 10 )
@
g_ g | 1Mo ]
S (s,: 3.9GPa)
g
S
5 6 )
S
g
E 4 - |
< ’0’.
| *
2 24X10° o7 89X10° 2Ni-1Mo
l.”” (,: 4.4GPa)
0 L ¥ I L1 | [ S B
105 108 107

Number of loading cycles, N
Fig. 2-15 Relations between number of loading cycles and area fraction of white
phase at the depth of 0.2 mm from the rolling surface in 2mass%Ni-1mass%Mo
and 1mass%Mo sintered compacts.

(a) Martensite before testing (b) White phase (Butterfly shape)

Fig. 2-16 SEM pictures of martensite and
white phases in 2mass%Ni-1mass%Mo
sintered compacts.

27



2.6 f 5

AN &2 R LT IR A M E WA ZEITED, &8 LD AT BE 7 I i a2 T Bk
LA BHFEL, M-SR ROBE I IR R U7 &5 B BERS IR D& B, B Re M4
A, LUF OfERA215T7-.
(1) M7 AIE N EO LB Z IR 7GR SR A B S E LB 52810 kb, MiE
A DOVE S B D IRENVZNERIEE D 1/4 FTRB T DIER TE.
(2) Fe-4mass%Ni-1.5mass%Cu—0.5masshMo JEHL & B8k 2 B &L, PSS A &4
0.2mass%E TR L 72 &2 WO CRMESAE M RIE LT 56, WIRRIBIEOS A
L9 0.2 Mg/m® [f] L, BRIEIE 7] 686 MPa C 7.4 Mg/m* D& W EM BB FHNT.
(3) Fe~2mass %Ni-1mass %Mo JLTH & @84 2 VBN & L7 AR 1A % 0.2mass%h £ T
IR L7 IR S Tl IRMESRE M B IEICZ DI EMEE 7.4 Mg/m®, SHITHERS IR K EL
SLERHZ T, BERSESEE 7.5 Mg/m’, [HJEE 57 E 4.4 GPa LW AFEN GO, 2
DEN R R EE X, 7.5 Mg/m® LW EWE EEN BRI THHA, R F7 i FE 23
TR EALRE (B EFE) DAERREIHIL 72 28b— DD ERKEE X BN,

ZE IR
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I AREDHW

2FE Il 7R BN R IEE AW R RO @ BTNz, S5HIZ, Bafbikm
IR ADOBH L2 K570, IR OFEFSEE THHAY Y 2~ L NMEOBERE T
b, BERGIRFI AL L, & i g 57 0 R D3 S DAVDIR & B8 D BRI IZ DWW Th iR
FL72. Mo R L7 A8l 2R IZ Mo Z IR & S To A7 Uy R Mo SR8l %
BAFEL, ZDFamAHRR, BERs SRR FA RS A Rt LT,

AREETIE, ~AT VY RE Mo 2 & OB, ~A7 Uy RE Mo 52 & 48k % H
U, T 4 B v RO 2 i U T e 8 B RS IR D e IR M ) AR LT DWW Tk
2.

3.2 A7V N Mo SR8 D% EHEAR

PRRBEREA B OB (RN 2R E G R ILFEDO—DTHD Mo 1F, ZDOMDU
MoEsRELTHWHIDS Cr =2 Mn FEZ LIRS OB A MR =0, OB OGS T
(T h~AX, BICBES) F6 L OVGERS &8 in > TE TFE (BEfS, BULER) IV TRk LICLK,
FIBEATE SR ENEWIFIRICED, TR OBERS A IFCER 12 H S
T&7c[1-4]. —J7, Fig. 3-1 ® Fe-Mo It RIRREXI[EIITR T LO1Z, Mo 13 o —Fe FHARK
TR THY, $RITH 2.9mass% (K 1.7at%h) LL EE& A IEHE, BEREIRE D 1130°CRETH o
MM ERL TS, 80 B CHEEURE(6]% Fig. 3-2 12741912, o—Fe tHiZ y —Fe #HXV 100
(EFR B BER B R E .
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Fig. 3-1 Phase diagram of Fe-Mo. Fig. 3-2 Self-diffusion of coefficient of iron.
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ZDOZEND, Mo 2B AWz a—Fe FHONFATEY, BEREILBAMEE ST HZENIMES
LTWA[7-9]. Bz 1%, Fe-3.5mass%Mo 7L 7 AT, Fe-1.5mass%Mo 'L 7 A2
S, 1100~1200°C THEERAMEtE T LM E SN TNDIT]. 72720, TV T aA BG4
BT a-Fe izl DIEE DL RO Mo 2B ASEDLE, BRHEALIZIDEEMBRLT- D
PR TCREDME N 57, JEME MR TL, SR BER IR D = EEAL SR EEL 720,
G IR O RKIE R m EIXED RN, —F, FEELOMZEONICLDE, MEHIC
Fe—-60mass¥%Mo fkr 2 N 7-% ClZ, Fig. 3-3 IZ/R 95912, Mo 2° 2mass%lA F oD & e fr
272 Bl, BEREE FENE L ERT5. 2720, ZOI0THigkirE Mo B8 M KREIRE L
F UL, BERE IR DN +53 = IR WD EBEREIRF OFIERIRL - 1 ~D Mo DI AA+4312725
728, Mo & A RKOFEIE) Mo @R EEET L7020, 230, MR- D H LAY BER
12 Mo DARIR EEDFEIE 2> TLED. ZDE578 Mo DAE—MEIZIEE K T2 = i L AR
FEDRMEDNRLE T DA —/MRIE, 5738 EORFER LR DT LRI ID.
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Fig. 3-3 Effect of Mo content as a function of green density
on sintered density of Fe-Mo sintered compacts.

ZIT, T T aABA &S I ERSED Mo BEA KT 5L T, BEREbICE
DIEMEE DR T ZBIE T 22018, BERILB DS LR 7L Tkl F- ORI, &
BT aMEEHKTHE572 Mo EIREEEABLL C, ZhERMICHERRIEZ XD E 2 5T,
Mo R7LT7aAMMEMEIC Mo ZHEHUT 28 S8 72 @ o7 T B BEAS i A 7 U R Y
Mo FRAEH1012BR L. AT UyREL Mo SR &4 ORI -#EiEFX% Fig.
3-4 12, Mo DIEFE /4% Fig. 3-5 12T, ~NAT VR Mo R A&HIE, 7L 7T oA
ByEMIC, Mo OEREREZEL LT, 7L T oA LA &G b AAT VRO
Bt TEEF AL ThD.

INATUREL Mo Z&48HF (0.6masshMo 'L 7 2A.+0.2mass%Mo HLEfHE) B
Fe—0.6mass%Mo 7L 7" A §iff5y 2 I THERLL 72 il AR D 900°CILzds1T 2 X AR BT R4
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Fig. 3-6 |~ 9. L7 aA#ll13% y -Fe HIATHDDIZKRIL, A7 VR Mo SR &4
By Tlx y -Fe tHE a -Fe A ENS. L= T, AT VR Mo R & &8k oki1
FHED Mo EEEEIL, BIRTH a-Fe AL TIFEET AL DO LE BN,

Mo-rich region

Fe-0.6mass%Mo

prealloyed powder

Fig. 3-4 Schematic illustration of particle  Fig. 3-5 Mo content distribution of the

structure of the molybdenum molybdenum hybrid-alloyed
hybrid-alloyed steel powder. steel powder.
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Fig. 3-6 Results of high temperature X-ray diffraction (900°C) of the green

compacts made of the hybrid-alloyed and the prealloyed steel
powders.
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3.3 B 1A
3.3.1 JFUEHEY
Table 3—-1 |Z7~" 7 L91Z, Fe-Mo-Mn 'L 7 aA#ilky DFEHE1Z 0.2, 0.6massh? Mo Zff 745

YRR 4 pm) BIONRFEIE HNHEE A ORG M2 el e Lc. eREE AL LT
il 1) < R T T 1 PR R v AL 2 P V2

Table 3-1 Compositions of powders used.

Total Mo Prealloy(mass%) Diffusion bonded
Symbol (mass%) (mass%)
Mo Mn Mo
0.6Mo 0.6 0.6 0.2 0
0.8Mo 0.8 0.8 0.2 0
0.6+0.2Mo 0.8 0.6 0.2 0.2
0.6+0.6Mo 1.2 0.6 0.2 0.6

3.3.2 iR f E S Sk

0.5mass%? gy &, 0.2mass%h O AR IE H PN i Al 2 s, SBEenmaTpi (kL et
ATV DIRA LTz, 2V OIRA W IR R4 B v i 144 1t U s % B Rl I L7
130CITINEAL 7B ORI, 2 2 T Cub 7 R B v A B A IS E 2 VT, 4
AR AIZEBA LI, T 130°CITMEL - LELiRABMZFTEL, lIEEIT-7. P
JE771% 686 MPa LL7=. ZNHDREIEARE 1130°C, 20 min, WEV G A CTRERE L=, Z D%,
= IR BVLER (37 % :870°C, 60 min, I —RHRT v 0.8%, BEAIL:60°CIH, BELE
L :200°C, 60 min) Z{7o7~.

3.3.3 Al 1%

M 97 BRI L, BEARS IR IR BLERT &2 VY, 2.4.1(3) 3 L[FIEED 7 TR L 7=, &AL
SAE, WIS W Ty T o7 LRWIREE TOBEEZ W, BT (EH7 707
—ar:Image)) 128V, KA (FARYER) O FizEEH L=, Mo EE/3AlL, EPMA |2
Ko~ ATV, ZO~ o TG EILIZE H U, AT VYR Mo &4l D BE
TE BN AL, BERERFOEZ LB 2T ~72. 3UBHT, Table 3-1 DAl %
FAVS, BJEE 113686 MPa G, 35 X 10 X 4 mm OHITRERF ZMIELT-. ZhDDORIERE,
PR B o E 2L E 2 VY, 1130°C, 20 min, WAV ZAD ST, ~SPEZ 823
Nz F e, FRTPOBERSIRREEZ 5728, 800°C X Omin, 1000°C X 0 min, 1130°C X
20 min @ 3 M THIRL =%, WL, SRR MBI Z T 7.
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3.4 B R

Mo & &4 8l 2 R BV OB L, BERS 12 IR BB ZAT o T 8 BER OO 1 9 57
AR R Fig. 3-T I\ ¥, F7z, MR 57 58I KT h—21 Mo D% Fig. 3-8
(. JEEU B Mo 2723 0.2mass%D L X2, 7L 7 aA S 1 b~ R 95 TR EE 2335 L<
il L, 3.9 GPa DIHARENGELN, FHFEHED 3.4 GPa L EZE#ERLZ. Mo %
0.6mass%ff & SH72 L X1, 0.2masshfT 74 L A&, MW 57 E X TR L.
PEEATE Mo &Y 0.2masshDOFEHZE, M—24/1 Mo &3[R D 0.8massh™'L 7 w1 Hil k&
AT, R 57 R EE A R <R TR, HLMIIZ Mo 28 0.2mass%t X 7220 Tld7e<, Mo
YL A S EHZEIZE ST, I ME DR _ LSRN ELILTWDIEL o7z,
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Fig. 3-7 Rolling contact fatigue test results.
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Fig. 3-8 Effect of molybdenum content on rolling contact fatigue strength.
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RALO S R D534 % KD T it T Fig. 3-10 (7T A7 VR Mo R A8k O
EDDVHLWVR AL D 72K, BGHI72 5L <720, BRI AL AL L TWDDH3 7>
. JLEATAE Mo &78 0.2masshe 0.6masshz bhig 358, 1ZEAE B BLRWR LML
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0.6Mo 0.6Mo+0.2Mo 0.6Mo+0.6Mo
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Fig. 3-9 Pore structures of sintered and case-hardened compacts.
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Fig. 3-10 Equivalent circle diameter of the pores existing in the sintered compacts
made of the hybrid-alloyed and the prealloyed steel powders.
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BERE « 12 SR EBVILERES D Mo 25 43 Afi% EPMA TRIE L=~ vt 7144 Fig. 3-11, & &
{ELT8E % Fig. 3-12 (R T, BEREIZE ST, NAT VR Mo 52 A48y 2% 1 D Mo /&
WL, XTI TEBL TBLT, Mo OR(LEARALOFFAICIRFL TS, JEHT
& Mo D3%<72512E, Mo IREERD Mo DIRFENEEY, Mo DARE—MEDHEL T4, &
FLEPHD Mo OEALIL, KALEFHDOIRILIC DN DT80, J7 97 Z 2D I E B I OMEEOM
FNZ BB DHEE ZHND.

0.6Mo 0.6Mo+0.2Mo 0.6Mo+0.6Mo

Fig. 3-11 Mo content mapping of sintered and case-hardened compacts.
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45 —@— 0.6Mo
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Fig.3-12 Mo content distribution in the sintered compacts made of the
hybrid-alloyed and the prealloyed steel powders.
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3.5 &%
3.5.1 AT VYR Mo A48k O BERS 25 B

AT VR Mo A8k DBERS £ 8 2T~ D720, ~AT VYR Mo R & &8k ks
IO Fe-0.6mass%Mo 7L 7 A48y % FCHERLL 7= R AR O Bt (1130°C, 20 min,
RX 4 AGRI8E) O ~HE AV WA B R AR 2 S5 I LT e Pig. 3-18 10
AR @ITFHROM AT TOSTEZALEEE), (b)I% 700°CLL EORIE TOEZLEEE)
ERLERToS. VI ORERD, 900°CHITT o -y ZRRCHSIHRAALL, 20k,
BERSERES I AURAVE L TVD, o -y ZEREES K OVERF IR O L2 I Mo 1
CECHRL7- 45 %, Fig. 3-14 12755, A7 Uy RE Mo 2 A48 O35 Mo &R Z W
93, T T uAGENTIEA, 900 CHTLTD o — v ZEREITHED U B DVD 2272 D T L3537
D. BERIRFFONME &IE, 7L T aAHBNZ A, HEEAS A Mo &2 0.2masshD LT T
MIRELTRSTWDN, JEEATE Mo &% 0.6massh TlE, 7L 7 Al hbd, K&
RAETFEDHNIR,

) (@)
—0.6Mo

g 15 /)| | ——-06+0.2Mo
o / 0.6+0.6Mo
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Fig. 3-13 Sintering behavior of the Mo hybrid-alloyed and prealloyed
steel powders. (a)Full range, (b)High temperature range.
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Befb R cAm LIZREI O 5 IETRE% Fig. 3-15 (2”7, 800 ChbHAm L-iREN T,
WTHNOREIORELHEVE DL T, ZIUIEREREITEA TW LB 255, 1000C
BLO1130CHRAMLTIRUEFCIE, IR Mo BB WIIINEWEIRIRS DGO
TR, JERETFE Mo 128 D8EREMER _E, BEOY Mo (2L Ry 7k MEES L TNDH D
EEZHND.
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Fig. 3-14 Effect of diffusion bonded Mo content on shrinkage during
o—y transformation and sintering keeping.
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Fig. 3-15 Effect of diffusion bonded Mo content on tensile strength
of rapid cooled compacts after heating.
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3.5.2 AT VR Mo 58A 480Ky D BEfE R

By R OBEREHERE DOV T, Kuczynski (&>, Fig. 3-16 (2832512, BEfEIC L8
ROBEME (o 7)) IVER T DRVERED, PEBIEEL, REIEH, AR EEA DA DO
FEBSITWDIIL]. K EN S, Ry 2 ITE 3 2R LR REOENTE>TETD
F AW N ZOE D Ry 7 TN B T D THY, HTAD I 7B R TileZ
DHDEZZHLIVTND. 783 ERAE 1L, Bl S LIS Oy R K i CIE N ZAFE L, BRI
BT OB THY, ZKEORWYE TERIALOLEZ X LTV, WL LU
LU DUV TIE, Ry ZICHFAET DR SIS RIR L7225 2848 - O PR JiE ﬁﬁ%%@aﬁ&ﬁ
0, ZERE T RUTIRE DY — 2725 IRy Y R DN A~IEE T 5. W 11X, R
KD H W ~BH)T 5.

Volume Diffusion
Vlscous or Plastic Flow

N
Surface Diffusion Evaporation and Condensation

Fig. 3-16 Sintering mechanisms.
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FROBROBEREIZOWNT, ANTH 1000°CETIERIILELT, £ 1300°CLL HIZANES
PEBEAE S AL THY, 2O MO X T OBRENE< L TB[12]. 72720, #re
X, FoZ DR EIHEROEICLY, o FOTEICIBWCORERIE, Ak, R Rk,
R D3 ODERIZL > THEITTHELTWBI13]. £/, Fe-Mo A& DBEREFENCS
WX, HIZBIE, Fe-Mo Mi#RZHWEFERT, o, v MECEHIZEARRNTITAFENL B
HIZEVE, v AR ORI TIE— R LS B 5L TWDELTWA[8]. Zhbo
SRS, BROIKRD o, v MR C ORI, SH R dh e D& D
K7 23528, B2 FEBRAS MG DAL TR TRV .

KIFFED ATV R Mo ZA48F) T, Fig. 3-13 IRLTZEDZ, 1130°C D BERE R
Bz W\, IUEE OO T Tha. 72721, Fig. 3-10 (TRLZEIIZ, KALOMK
HEITREDHND. ATV REL Mo A4, MR T o fHZEFSED Mo L
SRR HNAFET D720, o FHOIEARE RIZE > T, REIEBUZED R0 7 BkE
T A2 T, R FEBE T S<UIZE DR EZ2NHE (NERIEHO 1ZEC RN D EE 2 His.
T72bH, NAT VYR Mo &G @4 OBERSHARIE, PHELE LY R L E SRR
BEALEHEME &8 2 DAL, I BIXEAUZE REARD T, R 7 DOREIZID AL WAL
TebDEZZ B,

3.6 M=

Mo 52 7L T AR F M 1 Mo Z LU 78 S 7= m 57 R B BEfs s i A 7 U o R
Mo ZAEHZBIE LI, ~NAT VY RAL Mo BA &8k 2 v, JEERM e IEEE
W LT BERS - 12 IR BB R e 36 L OVERE BB A5l T, 5D e B R A LI TR
7.
(DNATZ VYR Mo SRAa8iinz vy, IR SRIMVE B 54 H U7 BERS - 1= R BV
BEAL O 1 I 55 TR EE 1, Mo 'L 7 e A8k &0 1 GPa FEEE @\ MEAMS 54, 3.9 GPa D
JEIE 55 S8 AT O A7
@2)AT VY R Mo A48 2 FAV N BERS A 0D & i 0 57 58 1, T A 2 3o e A 1%
[ZED@EBEEARITIN A, Mo 7L T rA8IZ e, KL kL 7228, 23D, KALJE
~D Mo DEALIZ IV BERE R 7 S LS NT=T280, J 97 DR/ EB L OMRIEEMFIL-
ZEITERT DL DEB BN,
BINAT VY RE Mo G @ik OBERETEREIL, B2 D Mo IRALEIZE R 32 R ik
B KEEE 2 BNDT0, IHFRITZIUEE RELRLT, Fv7OREIZIVEILIK
HELTZbDEE 2 BIA.

2235 3K
1) A. Fujiki and M. Kano: New PM Valve Seat Insert Materials for High Performance Engines,

40



SAE Paper, 920570 (1992).

2) H. Danninger: Sintering of Mo Alloyed P/M Structural Steels, Powder Metallurgy

International, Vol. 20, No. 4 (1988)7-11.

3) H. Danninger and T. Kara: Influence of manufacturing Parameters on the Sintering of Mo

Alloyed Structural Steels, Powder Metallurgy International, Vol. 20, No. 6 (1988) 9-13.

4) B. Lindqgvist: A Molybdenum-alloyed PM Steel for surface hardening, Proceedings of

World Congress on Powder Metallurgy, 2 (1990) 170-177.

5) O. Kubaschewski: Iron—Binary Phase Diagrams, Springer—Verlag, (1982) 66.

6) F. S. Buffington, K. Hirano and M. Cohen: Self Diffusion in Iron, Acta Metallurgica, 9

(1961) 434-439.

7) A. Schoeler, W. Bleck and R. Link: Quasi-in—situ Observations of the Sintering Behaviour

of Molybdenum—Alloyed Sintered Steels, Steel Research, 71 (2000) 44-51.

8) HLOEHI, ZRHAZ, SERES, SIAHE . -V T7 T A8 o, v HICBIDHE

W, AL UM A A4, Vol. 35, No. 4 (1988) 233-238.

9) FLEE, LA B DOBEREUEALIZ KIT T HERE SR E Mo IO, ki Xk

U A if4, Vol. 44, No. 8 (1997) 765-769.

10) S. Unami, Y. Ozaki and S. Uenosono: Rolling Contact Fatigue Property of Sintered and

Carburized Compacts made of Molybdenum Hybrid—alloyed Steel Powder, Materials Science

Forum, 534-536 (2007) 713-716.

11) G. C. Kuczynski: Self-diffusion in sintering of metallic particles, Transactions of the

AIME, 85 (1949) 169-178

12) FAFECRER . & J8 P, MROBER A, 13 (1966) 448-456.

13) B 75 9% BERE O WIS B T M ERB B O, HERB IO Rina, 15 (1969)
409-413.

41



FAE NATVJYFE Mo REEHINOBERE - Z ik BNIEHM O EEH TR FRE
4.1 KEDHH)

SETIE, N AT VYR Mo RAEHlk OR%EHEABZ IR, BEREHAE J JOWERS - 12 IR
ENVERAA D 1 R IR 57 BRI D[] R IC W TR LT,

RETIL, N A7 VYR Mo SR A-@8ik % T, iR RSN B EZ V3712,
#7257 EE WS G OFREIC DWW TR RS, —oF, IR, SRINERIEZ v
T35 6 DBERG < 12 IR BLEIA OIEAfNTE 7798 L (12 MEILIZRE R THY, HH—olF,
fth IR AR ORI (NI, Cu) |2 LD BEREMEFS L ORISR il (9% 57 978 B 1) _E DRREHRE F o
WTiR5[2].

4.2 BB LUV 71k
4.2.1 JFUERy 35 JO%BR SIS

Table 4-1 TR T ATV RRB IO L 7 aA A &8 2 X—A)ELTHWE, R
SRRENEY (A AR RSN T2EMERL, IR 4 pom) BLO 3 FIHOTHEA Lub A, B BXD
C Z M 7z, Lub A1, =R L2 iBVEAI TdHS. Lub B I, ByoRITINEE T2 =10
DEFEL, &R DA% 60 CREEITINENL THIE T 2B INEIEIEIZE L 72 #VE A Ch
%3], Lub CIZ, B3R, &R EHI2 130°CREEE MBS D IR M R i L7 A4 TH 5.
Bl A kELRi s L OV 7 14:% Table 4-2 12”7

F77, Ni ¥7, Cu Byl OB % _57-%, Table 4-3 |~ X912, AT VR Mo
B N— 2B LT, KRB, IV R=/L Ni BEBIOVEM Cu L.
AN, BRI ICE LA ChD. IREMEmER, £TEHIZ 130°CITMEAL T,
%I S 490, 686 MPa {2 CRRIELT=.

WTIORIEED, 1130°C, 20 min, WERI T ZATREREL, D%, =IREVLEE (Z /% :
900°C, 60 min, 7 —7R R T Tl 0.8%, BEAIL:60°CHH, FEHEL:180°C, 60 min) %
1T-o7-.

Table 4-1 Chemical composition of powders used.

Diffusion
Symbol Prealloy(mass%) bonded
(mass%)
Mo Mn Mo
Hybrid 0.6 0.2 0.2
Prealloy 0.6 0.2 0
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Table 4-2 Lubricants and compacting conditions.

) Lubricant content Compacting temperature | Compacting
Symbol | Lubricant - -
Hybrid Prealloy Powder Die Pressure
CcC Lub A | 0.8 mass% R.T. R.T. 686 MPa
HD Lub B | 0.5 mass% R.T. 60° C 686 MPa
wWC LubC | 0.6 mass% [ 0.6 mass% 130° C 130° C 686 MPa

R.T.=Room temperature

Table 4-3 Chemical compositions of powders used for investigating Ni or Cu effect.

Base powder(mass%) Additives(mass%o)
Diffusion
Prealloyed
Symbol reafloye bonded Gr Ni Cu Lub
Fe [ Mo [ Mn Mo
No addition - -
INi 1.0 -
2Ni bal. | 0.6 | 0.2 0.2 0.3 2.0 - 0.6
1Cu - 1.0
2Cu - 2.0
4.2.2 FHm 5%

BER JISZ 2501 \ZHEADWTHIELZ. gl8EEBRIZIX, ATHFE 5 mm, £ 15 mm O
ANRSUERERER Fr 2 Y, JIS 7 2241 \ZH-D%, SR A MU 7=, [Rlds i % 775085k
(21X, EATERE 8 mm, R 15.4 mm ONEE AR 7 & VY, /NP2 Bl dh 5 57 3R
BEIZ D [Rl#EEL 3000 min™', J& )b R=—1 O CHEMULIZ. MitAFREE L8R L 107 [F]
[CBWTHIEL 22V S U TR Tz, MBI %, BERSIR SIS 2 3% A2 — /L
WRCIERELI-%, P asEs T o7z,

4.3 FEBRRE R

NATVRBIB IO L7 aAR Mo 2 &40 %2 W35 6 O 0 5 FE L RERs % %
Fig. 4-1 1T~ 9. ~NAT U Mo SR & #lilfy OJERY 6 L, 85 OSBRI, 4
F72F 60°CITINENT D RIE T IEIC LK 0.1 Mg/m®, ¥y REeTZ 130°CITnE-4 2iaM
FRIZIZEDH) 0.15 Mg/m® B2 ) 375, ~AT Uy R Mo 2 A8l O - #E 1L, 7'V 7
2A Mo SRAEn S TFRRE THhDH. FEfEHEEL, WThoA a8k, Beks I
ICEVER LD 0.01 Mg/m* F2E FH-35.

BEREIR A D BERE B LB 3R5RE D BIfR%E Fig. 4-2 1R T ~"AT7 Uy RE Mo R A4
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FRy 2 N BERE IR IR (LU, AT VR ERET) O5IEIRSIE, @& E RIS
BRI THIEEELRD, BEFEEFE 7.3 Mg/m® T 1300 MPa O3 [IERE S5 5. [FU
BETHETDE, AT UYRMOIEIN, 7L T uARE 8% V-5 (LI,

TLTRAMERRT) I0EmV GRS BGEOND.

BEfs g8 BE & [alds dh Y 55 7R BE D B4R Fig. 4-3 (T, A7 Vo A O [El#E fh ¥ 55
SERIEIT, BIIRRS AR, BEZETHIFE ERDMEMICHY, BEREE 7.3 Mg/m® T
430 MPa D[a[HEHTYE 7R E N EOND. AT VYR, RIUEE THA_HETL 7o
MEO@EWERSELIS.
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Green and sintered densities of the molybdenum hybrid-alloyed
and the prealloyed steel powders.
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Fig. 4-2 Tensile strength vs. sintered density of the sintered and carburized
compacts made of the molybdenum hybrid-alloyed and the prealloyed

steel powders.
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IR I IO VERL L 72 Bk 1R R A O s O WrimAlkk 2 Fig. 4-4 1\~ 3. ~NAT7 Uy
R &L T aA M OMRIE, 1FEAERER IRIFE —72Eb E L~ v T A Mifk A
BELTWA,
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Fig. 4-3 Rotating bending fatigue strength vs. sintered density of the sintered
and carburized compacts made of the molybdenum hybrid-alloyed
and the prealloyed steel powders.

Hybrid/WC Prealloy/WC

o’ : o Sl e i y L s bk, A

Fig. 4-4 Cross-sectional microstructure of the sintered and carburized
compacts made of the molybdenum hybrid-alloyed and the
prealloyed steel powders.
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5 aklAE R4 Fig. 4-5 12, RISl Y 5798 2 O BIFRIZ I3 Ni, Cu D2 %% Fig. 4-6
(AT N IRIIOEGA, Imass®iANCrIpE 57 i EE 13 m <72 573, 2mass%iRINCTlE, WK
T35, 72, CulRIOBFEIL, LTI 5 HE XK T35,
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Fig. 4-5 Results of rotating bending fatigue tests of the sintered and carburized

compacts made of the Mo hybrid-alloyed steel powder with Ni or Cu
powder addition.
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Fig. 4-6 Effect of Ni or Cu powder additive amount on rotating bending fatigue

strength of the sintered and carburized compacts made of the Mo hybrid-
alloyed steel powder.
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ATV R Mo ZA&82 NI By B L O Cu 2 IINU =34 O BERE IR =AM O Wi
ARk A Fig. 4-7 1R 7. Ni 2L 72356, Ni 2SB L LT B O SAET 5, Cu
ZIRINUTE5E, Cu AR OFE A R AL L FL) 2358 5.

INi 2Ni

1Cu 2Cu

Fig. 4-7 Cross-sectional microstructures of the sintered and carburized compacts
made of the Mo hybrid-alloyed steel powder with Ni or Cu powder addition.

4.4 H5%
4.4.1 [B5 Y 57 R B D 1) iR

Fig. 4-3 1T, ™"ATZ VR DIFHI N LT aA k4 L0 Bl 57 iR B S E ARk L
7o, ZONAT VYR O @I 5758 DJR RIZ DN THE LT 5.

FF, B IRRMOKILEREL Fig. 4-8 (TR T. DW\WT, ZNHDEE (HfE:0.48
mm?) Z i\, \gEET (FEH 7 7V 7 — 3 1 Image]) IZ5D, 2EOK[ILOHEERBLIO
20 pm PLEOMM Y EREH T DM KRKALO mFE=RAE T H LIk 5% Fig. 4-9 12733,
AT VR OERORILEL, SHBERIECIVEEZ T H12E D775, [ATHE
B REM Tl RBE, NATVYRMICBITAE2EORILEITT LT aA M OZ N EIFIZF
CETHLN, HRKILOEITT LT a4 00720, 2, ~A7 Uy R Mo % & 48
B ORENAFAET D Mo TR, BERS REICIEBURERD @V a FHEZRD, BEfEDMIEHES
NI=T280, HRZ2KALBEAD LT-b o LHERI S LS.
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Fig. 4-8 Cross-sectional pore structures of the sintered and carburized
compacts made of the molybdenum hybrid-alloyed and the
prealloyed steel powders.
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Fig. 4-9 Amount of total and coarse pores over 20 um of the sintered and
carburized compacts made of the molybdenum hybrid-alloyed and
the prealloyed steel powders.
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HLR R LD B L a9 5758 O BIfR % Fig. 4-10 IR T, KRR D727 D1
&, FHTEREILN LT 208, FREEOHKEKILETH, "7V RMITT L 7Ta i &
W ST RIE OIS, LI, IREILEAMEIRL 72287200 Tl AT Voo
TG 57 BRE DRI AIDD R,
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Fig. 4-10 Rotating bending fatigue strength vs. amount of the coarse pores
over 20 um of the sintered and carburized compacts made of the
molybdenum hybrid-alloyed and the prealloyed steel powders.

Fig. 4-11 12, ™A 7 Uy RE® EPMA 1255 Mo wv 7L, ZnaRLIicEH Lz Mo
DIRE A TN EIRT. < 78T, [ALOBEBIZ Mo 3 E(EL TWDIEN S
%, ZHUE, AT VYR Mo SR G & ORENAFIET D Mo il R BERT R I+
I IITIER LR\ = b B 2 DD, Mo DIRESN A, A7 VR Mo A4
WD Mo OFHEHETHD 0.8masshTE— 2%, Mo (LD Mo JEEEIE, Rk
2mass % FEE THD. Mo 23 0.8mass% LA BN L7 fEI O R IL 40928 2 5. K 4L
JEBFIZEHD Mo LRI, Mo D EEEALIC I FEHT LVIRE RN SN EE NS, L)
ST, ™M VYR TIE, RALELA~D Mo OIEILIZEVEER: Ry 7 BNk ESNT-2 8, I
P ERDFA B I OMBHELINHIL S 7R E A BB —REB 2 b5,

L EDOFERG, ~AT VYR Mo A8k % FA N BEREIR R A 00 R\ B B
PRI, HARRRILNRD Lz 2oz, KALE B~ Mo DORILIZEVEERS R o7 )3
SRSV T2, P T ERDOFEEB I OMERHE LR L2 ZEITER T 26D EE 2 His.
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(a) EPMA image (b) Area fraction of Mo content
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Fig.4-11 (a) EPMA image of molybdenum and (b) area fraction of molybdenum
content in the sintered compact made of the molybdenum hybrid-alloyed steel
powder.

4.4.2 BEREPEIZZIT T NI, Cu iRno 2

Fig. 4-6 (2, Ni {RINZ L T R E D [ _EL, Cu IS E > TR FTRENME T 352
ChRRUTZ. ETT, PRI RAE T NI, Cu DFEEIZONTHE LT 5.

Fig. 4-12 |2, BHGARATIC LV R U7 BER M D/ R Z RS NI 2 iRINLI 56,
AR LA EL, B REAFLEED 35 20589 25 wm /S0, 2masshiRIL T
[FEk Cho7o. —F, CuiNINLTZ5E, BRANCKELUTHERIEL, fRKFLED 35 25
45 um ERELARY, 2masshiRN CHIAEE CTh o7z, 2D IR KK ALE~D Ni, Cu D
SR, PRI ICB 5 LTcb D EB 2 HiD.

KA KIET Ni & Cu OFEBETDI20, BB ES %2\ C, Tmass%Ni, 1
mass%Cu USIBF DFERS 25 Bh 23/ ~7-. EAS 258h % Fig. 4-13 (2~ Ni iSBF i, i
TN e _BERE R B P DUUHEN K EL 2> TS, LR, Ni BN, A7 VR
Mo A48 0 Mo 18 FE A D BERSIAEZD RN 2, Ni By OUFEIEERD R (5112 Xb, &AL
WA E L= DEB 2 HD.

—75, Cu s Ti, Cu OFhR O 1083 Cirfs THEZIE, Wibipd Cu iZiE6]1234ET T
5. LTeD3o T, Cul@RFHB AT YR Mo A-4a8in Ok 1O BEBEZBEL TLES 728, Mo
e FEFE O BEAS FHR P O BERE IR BN R A L E T 52800, K[ALARE T, S51,
Cu RO FALDFERE L CLED, I RRILBED RELRSTebDEZE I BILD.
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Fig. 4-12 Effect of Ni or Cu powder additive amount on maximum equivalent

circle diameter of the pores existing in the sintered compacts made of
the Mo hybrid-alloyed steel powder.
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Fig. 4-13 Sintering behavior of the Mo hybrid-alloyed steel powder with
Ni or Cu powder addition.
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B AR DO BERS 1R R ORIEE T 57 50 EE -, 0.6mass%Mo 7L 7 v A §iffy & ek LTl
ARz BT, hIEEH AR (NI, Cu) IO EEA T~ T, BB AL FIORT .
(DNAT Uy R Mo 2 &4 8l 2 AV BERS IR B A4 D [BIHR Bh P 57 TR EE 1, Mo 7L T |
AHR LD @V MEAES I, BEREEEE 7.3 Mg/m’ T 430 MPa O[RI#A #h 1T 77 38 EE 3 b
7z.
QAT VR Mo BBl 2 VT2 BERG IR FR A O i RIS O 57 58 EE 1, Mo 7L T
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NAT)YFE Mo REEHMDETR~DEH

5.1 REDHKY

HEjE T VU AT AO/NUEIZEY, Fig. 5-1 (R T =P A7 1y MR, &
VN ST IR EE DN BRI NDT20, WM BMEHSN TV, FEELIL, ZOAXAT vy MID
T, B RIAAIETRIGL, BRI EZ T RS 5729, Fe-0.6mass%Mo 7L 7 1§l %
FNT, R OB EZ O TE s BT 280E T EEZ BT LTy, IR 9758
FEDBRFFEZ T RS D720, BEf Stz mii - RIFF LT 20BN H o7, ZO e
BEROBIEFIEICEY, IR AT 0o M, 30% AN T AXTER LIZ 28, Reik7n il
WET B ATHLI0, AEMEBIORIEIAMIGREZIRL T o, £2T, 3ETHFEL
TeBERGIEITHEN D AT U R Mo SR A #lilfy 21 952 L1280, BEfs SR RiE - 5
A b 2 iRt L7z,

AREETIE, N AT VYR Mo SR A8k 4 5550 50 1258 H L2 R IZ W TR~ D,

Fig. 5-1 Appearance of engine sprocket

5.2 BT A
5.2.1 J5UEHE

Tableb—1 |2/~ 3 2D AN Z aln L LT, 1801 Fe-0.6mass%Mo 7L 7 b1 ]
M THD. BAFEMIL, 2D Mo &40EKK (Fe-0.6mass%Mo 'L 7 aA#il#y) LRI EEL T,
FUR R A TEDINE, ATV RE Mo R E&8 054k (7L 7141 Mo &,
JLEAT A Mo &) & T EBRICEIV R E (L L, Fe-0.45mass%hMo 7L 77 v A #f 3 12
0.15mass%Mo FH*4 E D Mo ZHLEUT &S H 7o A7V R Mo K&tz H .

Table 5-1 Chemical composition of powders used.

Diffusion bonded
Prealloy(mass%)
Total Mo (mass%)
Symbol
(mass%)
Mo Mn Mo
Conventional 0.60 0.60 0.20 0
Developed 0.60 0.45 0.20 0.15
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5.2.2 iR A R H S

ANR— 2312 0.65mass%h D KIREE KL, 0.2masswD IR E RTE HEMEAZRAL, K,
SREHITMEL T, EHIZ, SMEEw MM A2 B4 L CROIE 7 2R M S0 i O ik
(CTRIB LT, TERBLEE D BIRARIR, TEREBERS S:1FTH5 1130°C, 30 min, N-H, T AHT
BerbE Uiz, AT VR Mo R A4, IR RE S50 1110°C, 15 min, N,~H, A
I CHERE L7z, T D%, BULFE (900°C, 60 min, Ar A A, BEAIL:60°CIHT, BELEL !
180°C, 60 min) #{T7-o7-.

5.2.3 FHm SR

[l 2 7 R BR 1L, SEATERAR 8 mm, £& 15.4 mm O ALFERER F & VY, [Blfish
97 57 BRI LT LV S L 7. A PR 13 I LR 107 [BICIiR 1L TRd 72, 100 {75 X
20 By O T EOKRALHE (et i K E) ZBEHGRATICIORE L%, VA7 VT ay
MZXD B 99.99% DRI TEZ R RKKILRSELT. K OlmEift EOEE D258
WO RERED e RIE A #axt e R EFR LT,

5.3 EBRFERBLOEL

B FE M B L OME SR 5 (Fe—0.6mass%Mo 'L 7 A 8f#)y) & FH W THERL L 7= BERS IR D
KREALESZ Fig. 5-21~ 7. BAFSSLIE, RIR - BRI L L7c — X722 S Ch i - R IRF
[ S CTRERS L7 E KA KO SKALDMORI(E L T80, BAZS S 130 R B i L0 BEfG DM E S
NTNDEB R HIND.

120
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% (Prealloy)
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S (Hybrid)
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Fig. 5-2 Maximum pore size of the sintered compacts made of the
molybdenum hybrid-alloyed and the prealloyed steel powders.
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BH S it 36 L OVIE S B i 2 F N CHEBL L 72 B A « AL BRAA O [Bdis Bl (% 57 58 % Fig.
5-3 (Y. iR R CRER L7 1k S bl L, BEREIREE R 20°CIK T, BEfSIef 2
50%AE TR L 72 AEGH. < FEIRF FH] O — AR BIZR BERE S0 T, PSS MLIEIRI S LA B D9 57 3R EE AR
7.

B i WD Z &Y, —MRAU7ZRBERS Stk Tl o7 A =0 P A7 m oy e Bl
TEDLINT/ o772, Bkl TRROAEFEMEN M EL, BEfa ANOIRA ik L.

550
Developed
500 |- .
(Hybrid)
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Fig. 5-3 Rotating bending fatigue strength of the sintered and heat-treated
compacts made of the molybdenum hybrid-alloyed and the
prealloyed steel powders.

5.4 55

ATV R Mo A4a8ifn O &k Z i kL, Fe-0.45mass%Mo 7L 7 BAHi#3 12
0.15mass%Mo FH 2 ED Mo ZALEUT A& ST ATV R Mo 2@ A BRFE L, F5H
DT ATy M LTz, &l B RFRE]CRERE L7216 k84 Fe—0.6mass%Mo 7L
TaAH L, BEASIREA 20°CIR T, BERERF A S0%MEIRL 7o AKIR - AR O — i
HIZRBERE S TH, NAT VR Mo SR Aa8linE, R%ELL ORI Z Rz,

HUE, BBEHT =— A7 0y MRS, 30 t/HBREDOREZTT>T5.

55 CHik
1) T, BB, %05, S8 @S mE RS A7 VR Mo 28
S DOBRFE, B IRB IO RG4S, Vol. 57, No. 5 (2010) 341-347.

55



FOE NAT)YFE Mo RERMMMBFEREADIGEICIIEERFREDR L
6.1 REEDHHY

BRRBERS O HIZ WY, BARTEK T A (HIP) CEA R #5012 KV B 2R % 58
BRI, I BEIFART 00y = — e ZIC X0 i BT 21TV, SHITRIRBEA
BB BEA N E ORI LA i3 & C, VRt 8L PCET S E AR AR
HNBELNDEVIHAELL, 2I73H5. LoL, M TaAMNIEMM FEOZEKRAERL, @
HOBMRIGEDA) MBI bD. 22T, AR TIL, mAf H#EOAEN R Lo
IAMEIRIZ VT, B RBERHAT V7 4 — AR Al 92 & C A 1 g UL 5 D % R
AT L S B DHRTE TiEEZ AT VYR Mo RA &I ~0 A2 RHLEZ. B
i B IR SRS IE AR, BRI NI LA IREIE DAL DE YT L I ROAR—I T
BT IS AH Tt T 506 AE U5 OIEO 2 FENF T HN5.

ARETIE, WERFICERL, A7V Mo A4k a AV CERIL - BERE A 4
FHIZ CNC #REAR I ZVERIE N 21TV, il BT FORILEZ RS- — 73 R
FAC LD I 57 B AT S T2 A BT W GRAR B3]

6.2 #Bt B LU T 1A
6.2.1 0K}

JEEH R IZ1X, Table 6-1 (2759 Fe—0.6mass%Mo—0.2mass%Mn O L 7 aA ¥y s, D
TLT aAHIRIZ 0.2mass%? Mo ZHELHUATESEToNAT VYR Mo R&@8iinz AV,
AIBE AR/ A, BELFEM B LU, WTNOEERIZEH, 0.45masshD BEf 2L
Toi%, B 7.1 Mg/m’ \IZRB LTz, BERS XM # &6 1200°C, 45 min TITVY, £D1%, FEAZIC
THME 60 mm, NS 30 mm, 1§ 16 mm OFER 2 /ERIL7=.

Table 6-1 Properties of sintered ferrous alloy compact roller.

Chemical composition [mass%] .
Sintered Porosit Hardn
Material Prealloy Partial alloy density OOOS Y [ neriness
c ey | | HREl

Mo Mn Mo

A 0.6 0.2 - 0.38 60
7.10 10

0.6 0.2 0.2 0.39 68

6.2.2 Hri& 5k

HsE N A2, T EfhET — 7z 22 5 S 7R AE Tl 21 TH 8l A8 22 70> CNC #xidiik
ZFHL7-. CNC $izi& i O/ X% Fig. 6-1 (2~ #ixid T Bl [m#:5% 300 min,
U — 78l DIEAE A 12 min', V—2OEV#EA 10 mm/min EU7-. EVEHIZIZEBH 7
V2NN TH (B EERLY 7 = — "L AR e —LF7) 2 vz, #imrdE T HT, Bisafo
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n—R T, MHEXATE A SO D0, TIN =T 7 RSN TV, BEEEBREL T
I, BRI AL DB OEAAW D &% 100 pm F720F 200 pm L7z, fimikk, <o
raiiyA—2dha—J%g0 L, REPOES 3.0 mm FTOHEIRET VXL IAT Thy
EL, TOMGRE G ERICEVIAL fE L%, BGMTICEVE RN DOKILEDE
bz RD7=.

Fig. 6-1 Axial intersection type CNC forming machine.

6.2.3 IR RBEE AL

RN 1% ORRER IR IR BEANE i LT-. 2R BE AU Fig. 6-2 (R4 A 20 L=
RS (550HV £TOEES) 23 0.6 mm & 1.2 mm 2 HIEL L7 2 b TiTo72. (RiE A/ 2 —
VA, BEENRE—2 B ETD) . BIRBEANEH I LB RS 2 E YR 570, #F
FA S 0 38 KL OV A T 2B IR AL R & s L 7=, 7, BEANIRIS, BFHLERZHEL 7. 2o
A1 12 IR BULERA IZ DWW TR DN EBIZ [ > COMSZ~ A7 a1 — A SR
HEIZZOHIELT.

_ - | 03ks
1153k 103K 1103K
| 01l Quench Marquench
pattern A : 2.4ks 2 4ks o (Salt Bath) 443K
Purge Carburizing / \
Temper Temper
(Salt Bath)
sk | 03ks
’ 4 \LI03K 1103K | |
| il Quench Marquench
pattern B e T3k - 443K (Salt Bath) 443K
‘ Purge Carbunzing / ‘l ! \
Temper Temper
(Salt Bath)

Fig. 6-2 Heat pattern of case hardening.
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6.2.4 FHM 714

T 9 597 RABRI I Fig. 6-3 (27972 1 a7 i 98 o7 sl B & V7 (B o B A
T 1742 min', F#MAIT 1794 min ' THY, 02T 4% U7z, R A I3RS TR+
T, mEANITE R THD SCM4LS R IRBEANIIT —T 2 AT 2. 5l —Z 3R
A EBIUNSCMAL5 2 RBEANIIT—T DIEIRE Fig. 6-4 (T~ 7. 723, #AIEM %R K
BE ANAEML -0 —F120%, 52 Lm0 —F S RIE R UM S LA B X iR BT %
L7c. HFER—TThDH SCM415 ZREEANIE—TIZ OV THIR IRBEANE, AFHIH: E
FAERELTZ. LR DT2 SCMA15 1= ERBEATUE 2 —Z D 95 57 sl b T o 72, Mgz
XT A A (HIREE (BR) A7 = —2— =7 4 (/L LW150) 2 AL, Hik% 40°C,
& 0.4 L/min Tr—Z#MEIZiRGFG L7z, 97z, Sie—203485 1L, £l
F OB DIRE 2 IREN N BN T 270, #0IKULE 1.0 X107 BRI E T HET
1T-o7-.

Fig. 6-3 Contact fatigue test machine.
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Sintered ferrous alloy SCM415

Fig. 6-4 Drawing of sintered ferrous alloy Fig. 6-5 Herzian contact.
roller and SCM415 roller for
contact fatigue test.

59



6.2.5 FeRE AU WG T fRMT 5 1

B—T7RE FICRETDIRREAWIGT © . 0% J.0.Smith HOMENTE41E VLT
HH L. JEIE R % Fig. 6-6 (291912, m—JO M E 7 m4 x dill, filiymz y il L7-.
ZLTC, x=0 (2315 vy Ml 7 a1 D e KA AWt 71534 % 2U(6-2) L0 F H LT

= (6-2)

o, =—%{(b2+2x2+2y2)¢—2—3bxy/}—%{Z(bz—XZ—yZ)X¢+2X+(2X2—2b2—3YZ}"//}

o, =-Pylbg—xy)- 1P yy

o, = —V(O'X +O'y)

7, =P, yzw—%{(bz +2X° +2y2)¢—2—3bxy/}

(W)_li( (b—xf +y? )_1
\/{\/(b—X)Zerz +\/(b+X)2+y2}Z—4b2

#(x ¥)w (X y) =

Matching roller

Rolling direction et
//b

Test roller

Fig. 6-6 Coordinate system.

6.3 FHEERAE RIB LB L
6.3.1 XfLFE

K@ DRI A % Fig. 6-7 18, KUHLFERERE L% Fig. 6-8 [I-7 . MHMEH
HRIE I Z L > CREEIEOKILANES I, [ALEAD LTS, BB L ORI #4
EBIFIZFERT, 0~0.5 mm OFEIEL CTHROBELOHEA, 0.5~2.0 mm DOFEIERTILRFLE
IR ERAC EHLTEY, 2.0 mm TL<OES TR OKALRLTIF R CIEIZZR> T
5. Fh A, B R, S I I DB BN K ELRDIEE IR EH TORILRITE F L.
B &2 100 pm 55200 pm (Z7ehE, FRE TOKRATITH 29F TR FL T
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5. £, F A, B 5L, IEFH TOKILOEN T ITEWNHS. 2L, Fig.
6-9 |~ 9 I, NAT VYR Mo 52 &4 HRGELT-FM B DIFHD, 7L 7 A
B HELEL-FM A J0LREND TN THANEm W=D, [ILDNEIUIIL o727

DHEZEZBND.

Decrease
in diameter

100 pum

200 pm

Material A

Material B

100pm 100pm

Fig. 6-7 Photographs of surface layer of test roller for measuring porosity.
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10

Material A
& rolled 100 pm~
4 rolled 200 pm
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©  rolled 100 pm

® rolled 200 um

1

R S RN ¥ 3
Depth below surface [mm]

Fig. 6-8 Distribution of porosity in surface layer of test roller.
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Fig. 6-9 Stress strain curve in tensile test before rolling.

6.3.2 il & 53 A

RKIANPONEIZ MDD > TOHES A~ A7y I — AE SR ZOHIE L7454 Fig.
6-10 |2/~ 7. RIS (SCM415) DI RBEA L DI S5 A0 Lk D 7= b fF8 TR, 7
L7 aA S OAFRL 724 B O A LIETRSIE, /3% —2 A T0.25 mm, /3% — B
T0.35 mm &, HEETAHERSIVEN T2, AT VR Mo R &4 nOERLT-3
¥ B O LEESIE, % —2 A T0.65 mm, /X¥—>2 B T 1.45 mm &, (JIF HIZ
DRSS T o7z AT VYR Mo SR EaH ORI 7234 B DIZINRE DKL
DEIULDN DT80, BMNERE TR IR ADMBAL, BIRSILT N7 0EE 2D
5.

B SCM415
® Material A (rolled 200um, heat pattern A)
A Material A (rolled 200um, heat pattern B)
O Material B (rolled 200um, heat pattern A)
A Material B (rolled 200um, heat pattern B)
900
800
700
b
% 600
@ 500
2 400
°
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Distance from surface [mm]

Fig. 6-10 Hardness profile in surface layer of test roller.
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6.3.3 ThIHE 57 R A

T R 97 BB B4 Fig. 6-11 1237, S 7 aA8ila AV -6 A T, e—h3%
—2 A T 1500 MPa, b—F/%%Z—> B T 1700 MPa &7 57, ~AT VR Mo A48
=R B T, B—k3%—2 A T 1800 MPa, b—k/$%Z—> B T 2200 MPa 72V,
WRELESCdhD SCMAL5 IR BEANUER T — 7 O3 5758 (2000 MPa) J20 1\ N [f 9% 57 5
ERDIENTET. EHLOFEMY A DL RS DIRNED D3 8O R 57 58 A5
TS, AT VR Mo 2 &8k 2 A= 8 B O @\ O i 57 i 1%, A2k
JERSNRFER A X° SCM415 JVBEGETe T2 ZENRK D —2EE 2 bnb. e K AWIS
FIDOHEESIL, AEOFEBRFIITIE 0.4~0.6 mm E&EZDND. LIZB-> T, RIRSMHEEEZ
THIFA GRS RS2 ZE0, e R A WG MBI SRR ORE S A L, % 55 i
DI Iz o= D EFE 2 BN,

B SCM415
@ Material A (rolled 200um, heat pattern A)
A Material A (rolled 200um, heat pattern B)
O Material B (rolled 200um, heat pattern A)
A Material B (rolled 200um, heat pattern B)

< 3000 All points are
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Fig. 6-11 Results of contact fatigue test.
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6.3.4 5 RE

IR 55 R %, A LIRS N e pu—Z OB B EEZ BT 572012, HEL
e —Z7OFREBLOWHOBLEEITT-. TO—Fl% Fig. 6-12 (7. AT ERR
BBMEIC Cr— T 0O RE AT LIZERE, AL FBEMEEIC CHma g LS
B ThHD. WiHiIn—7REEZZ AT THLIENDND. Tz, n—TFKE FIZHEALE
SRATEMICBIZE LT Fig. 6-13 X, RUTREBITFRAFT DX ALIE LEEE T 258912
LTBEREL TWDLZEN NS, ZOZRERHFREITHRELIZEOr =000 Aoz, 2
DZEND, ERITE—FNETRAEL, JALEZORSIDICLTUBRELIRE R, m—F &Kl
IMRESHBET DAR =V TR STobDEE 2 bV, £T2 Fig. 6-12 OWriki 5 5% Hig
T DL, BIRBEANUCEL DA ZELERES 0.6 mm & 1.2 mm OO TGRS NELRLZ
ENOMND. FOHREIRSERIETHE, 11741 0.80 mm, 1.27 mm Tho7=. OEEL
T2 —F OV TH RO A BT, ZD XN, A LB IRSDEWPRETRS
(252 DRBIIMERS TR, RiFBFELOEWCILZEITIIEE o oTz.

6,=2000 MPa , N=2.23 X 108 Rotating direction

0,=2200 MPa , N=8.06 X 10°

1 mm

1mm
—

Fig. 6-12 Observation of failed roller.
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Rotating direction
—

Fig. 6-13 Appearance of crack propagation.

ZZT, WITHEERE FTRER R, n—JKE FIAEHT & REAWIST) « |, o, =
IRBEAIUC L DES AT LD BAMRE LS T2 28T, HIEHERSICOVWTELRL. ik KEA
Wit /7, B, BRSO Fig. 6-14 17T, OV ESN 0.6 mm DA,
RREAWIS O — 7 ORSEFNFELBIRS, SOICHRERSITIZE—HL 1D, Z
DZEND, AR EIRSD DS MK T LIRD D EZAITH KT AWML IO — 7 E)
TEHIL, HBEICE 7B 2 6N5. —F, AOMELETRS 1.2 mm OEFEIE, KEA
Wi 1O — 27 OIRSEGME LB RSIE— B L TR, HIERSIIA i g RS
WTHD. OFD, HERHELBEERESSY0.6 mm DA LHEL T, I RKEAWISDOE—270
RETHHE WIS Z RS> TODIENBEEITAET T, BESHME T LGOS0 2L fE GRS
IO THRELIEEEZDND. 202D, AMELBIRSZRST 5, 77200, kXt
AW I DY — 7 DIRE COMIE % L H-SWHZENERRBER A4 O L% 7758 % O _E
IO AN THAENRIBI .

Crack propagation area Crack propagation area
__ 800p—rrrr ’.('.' ...................... 800 — 800+ A A ma s 800
E [ £ .“\
= 2 [ e
£ 600 £600- Nl 550 V{600
i g N T =
7 4001 2 400 1400 7
g L 5 g
= L = L o
w W za
= | a |
5 200 3 5 200 1200 =
k= [ — Maximum shear stress distribution s [ Maximum shear stress distribution
= L ? B
g I === Hardness distribution = r — — Hardness distribution

OO 0.5 1 1.5 2 25 30 g 0.5 1 1.5 2 25 50
Distance from surface [mm] Distance from surface [mmy]
(a) Effective case depth : 0.6 mm (b) Effective case depth : 1.2 mm

Fig. 6-14 Distribution of maximum shear stress and hardness.
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6.4 f5 =

NAT VYR Mo FRE@#ilfnz IV TERIL 72 8RBERS A SN LA kL, £ 0
BIRIRBEANE L Tom—F O R 57 3R AT o 7ok R, LT OL5 e imn 5o
7-.
(D AAZVYREL Mo RB@8ilfnz VTR 72 SR BERS FA, #REIN LAkl , =
RBEANE ML T2 —Z 12DV T, AR LERS 1.2 mm T 2200 MPa &, iAo
SCM415 2R BEAIEH T —Z (2000 MPa) X0 @V g 55 R 2455 Z &R TET-.
(2) i 9 57 3B P —F NI R AT D e R AN T3 A &, 12 IR BE A UIC LD 0E
SR DBIEMNE, A LBIESZ R KB AW DY —7 DIESIOLTESTHZ LIk
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25 3R
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Compaction, Powder Metallurgy 44 (2001) 199-201.

2) T. Koide, S. Oda, H. Nakamura and M. Onishi: Effect of Sintering process and Rolling on
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2383-2387.

3) S.Unami and H.Miura: Improvement of Contact Fatigue Strength by Rolling of Sintered
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4) J. O. Smith and C. K. Liu, U. Ill: Stresses Due to Tangential and Normal Loads on an
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of Applied Mechanics, 20 (1953) 157-166.

66



FTE NTYIRE Mo REESWMMERA WV -REREDE TEEMITIZ KT
EHIEREDR L
T1AEDHM

NATZVYREL Mo SR A8k a W TR ILHECT 2% 77 7R 2 A9 5 th 3L 2 -
{4252 E2HMIZ, WHEBIR~OIEOMEAZ B LZ., WEOEmEZREICIY
BT DT, oo f S 57 R S i R 57 TR N UG TELHZENRRICHRESNT
WA= AL TIXRF I I oy OEAL 2R T 570, 2 FEFEOM &2 EAL
. — DX L EOIERREWEERD W] J7 24T O Wi B RS 715 THY, HH—2i%, A7)
DOBRZIVIAZZ R U IR S 7o i R O BERS o B2 R L, S A Ew A T A
(ZXVERTEIN T, SEE ORI T &2 NS 5051 kAt L7-[6].

ARETIEL, "7 VYR Mo SZa@#ilfnz W TERLZBER & @R Lo R
U7-HiR1E TIEA 3 F U7z o B ORUE (L FRME 38 L OVIRIE 14 157 R AL BR L 7 B BE.0D 1 o il 1
P 57 IR (DN TR ARD,

7.2 BB L OVER L
7.2.1 38

REFRTHWIZFEM R ORI % Table 7-1 (27, JFEM AR EL T, 0.45mass%Mo 7
LT aA G AH OFHEIZ 0.15masshD Mo ZHLHfT A ST A7V R Mo %G 48
B e, B RICESM 2R A LT2% 706 MPa ICTF' L AR, N, AR H T
BEfE (1250°C, 60 min)L, MRIRGER A 2L 72, BEREH OFFME% Table 7-2 12”7
BEREIRDBEEIL 7.18 Mg/m?®, [ALFRIT 7.7%%L 72~ 7. ZO MR BERE KD T T 7k 21l
DIEUT-1%, BEEHE AT I LART Y0EIT, Fig. -1 lORT LT a—) 3, th
#5026 O AR 72, O oh i ORT. AT UIOBRICIERR AL A2 N2 72
A7 o L (57 8500 pom) BIERIL, Zib 2 FEORBHIHRE M LA L 7.

Table 7-1 Chemical composition of powder used.

Compositions[mass%]
Prealloyed Partially alloyed
Fe Mo Mn Mo
Bal. 0.45 0.20 0.15

Table 7-2 Properties of PM material.

Carbon content | Density | Porosity Young's modulus | Hardness
[mass%] [Mg/m’] [%0] [GPa] [HRB]
0.20 7.18 1.7 157 50.3
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Meodule [mm] 3
Pressure angle [deg] 20
Nurmber of teeth 26

t:-n-qll
3,

Face width [mm) 10

Fig. 7-1 Shape and dimensions of spur gear.

7.2.2 $R1E A

il S ZE R IEAR A FI W, RV B L (7l B SRR I L& ML 7. Fig. 7-2 1277 &
N, AURO TEET—ZIZHLY C, SN Tafid . AN T4l T, TR
DL EFIHAL R | B OfizE T T 100 pm, LEE#RE 100 min™!, 2EVEHE 50
pm/s T—EEUTz. FVEIIC ISR H 7 L A0 T3 (e BiLEE CBR) # [#) HE 4E S &2~
=—7 VAR —LFNZH W, IEOHUIAAEITWTHOEHED 700 um LL7Z. 22
T, ITRFC AT T RO AIAT BRENMA 72 58 TIERY 7, Bk E LR 1¢ Eh ]
WRIT 7 A u T EEFRSNDN6], BHIThN R TIE T RO EREZD Z 3 Thiv T
%[3-5]. ZOFETIIRY 7 AET7 +a T TRUE LD E S VI ZER B AETSH. 5RO
R CIIZOEREE T D70, — 2O EHIx L T B o IE[al#x5 &5 [BlER O f] 5 0
TAaEL=HObHE L. LARE, B H 0L CIE [Rl#iso &% Ji L 7= 7882 700rolled &
FECL, IE[AER W [RER D [l 5 DinE & i L 7= 3082 T00reverse E 3R 509 5. F£iz, A7
HIZRLTH 700 wm OIFUIAL S TREMAERILZ. 8507570 500 pmZ G, LIk
ZOY T NE-500.700 LRFLTD. fRiEH, HOMAEZIVHL, LT T EA iR
Wik, TNEEIGIENT 5281250 Hofer D 30° 58T ITIZIBWCTE ED 3.0 mm D
SETRALR G MERE L.

Fig. 7-2 CNC form rolling machine of axis intersection type.
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7.2.3 R IRESLBE

BRI LW R E A BB L LT=1%, Fig. 7-3 (TR 9 5o Tl B BVILERL (5 5 BE A FUBE
HEL) ZMiL, BVLERFTH: COMMBBIE B L O ERIEEIT 7. 728, M8l 8
Wi 2 WS 1%, 3% A2 — VIRIR Ty T 7L, RFEMBE AT o7, BSHIE
~Aruby I — AE SRR L FHOTITV, WoTi ORIENOGOERS 0.1 mm (2 3~5
T RIEL, £ ONYEE LT,

0.3ks
1193K - =T
- .._I|}U.‘.u|\ 1103k

hl Quench Marquench
2 dks 7.2ks 443K (Salt Bath) 443K
Purge Carburizing f\ \ f \
Temper Temper

(Salt Bath)

Fig. 7-3 Heat pattern of case hardening.

7.2.4 o 57 AR

IR IRELEE R, OH BLIC XL C, Fig. T-4 (2R3 8 oo il 7% 55 ik B & ¢, i oo il
TR TR AT o7z, ZORERIL B AW LESHEJCGMA4101-0DICHERLL 7= 7L T
BV, BRI G20 O 7. BB E X 1S06336-3 (25T, AT EINED

PR Tl o A F L TR L7, st IS ) o, OF A R(T-DITRT.
Table 7-3 |2/~ 9 /3T A—%% /=, 0, hid, Fig. 7-5127 91912, 1B B L DAL E BIREN
Bk,

R IR OWIIXZET D0, G O WD K/ T A— 25 R HT LR
ThHIZ8, REBRTI, A7 % OB Tl Tt 12 F L.

o, = %abYsa (7-1)
izl
6(h/m)cos 6
(s/m) cos
Y, = (L2+1.13s/ h)gl2:2s"
s

qszz

Fa =
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Number of

Stride Teeth 4
. . 1.0mm from
Loading Position Tooth Tip
Wave Pattern Sine Wave
Vibration
Frequency 30Hz
Minimum Load 0.5% of

(Pre- loading)

Maximum Load

Spoilage

Determination Breakage
Close-out Cycle 3x106
Fig. 7-4 Tooth root bending fatigue test machine.
Table 7-3 Parameter to calculate tooth bending stress.
Module m [mm)] 3
Pressure angle « [deg] 20
Face width & [mm] 10
Tooth thickness at critical region 5 [mm] 6.073
Pressure angle at load point  #  [deg] 24.748
Curvature at critical region p  [mm] 1.586
Distance of load point from critical region
- 4.612
Yo 2.176
¥sa 1.708
q 1.914

Fig. 7-5 Drawing to calculate tooth root bending stress.
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7.3 EBHRBLOELR
7.3.1 R LR

Hofer @ 30° R fTHTIZH T HHBEREMNODOKILE DA% Fig. 7T-6 (-7, £,
700rolled & 700reverse L& LT 5L, KALZDY 200U T /R HMUEALIRSIZENLE 4 0.4
mm, 0.5 mm £725TW%. 72, £ 2.0 mm RS ETOKALEE LT, M8 121 19RED
EWRHY, EWE G ORREEE T 8IE, RV V7 4uT TOERFRO L ED #7257,
W ITIC B DB LIZ W TH IR Z 203005, RIZ, —500.700 OFERAE RDHE, B
BALTRSIE 0.7 mm FTHEL 22TV, ELSRTHIN LT o7, Wi A IEEANT B B ZHA
N TN T Z KB L EITL TlY, THRBVOEBGLINTODLI LN TX
2.

o
|
1
1
1
"
-

8- v o8 . e Rl
()
Ee
>
-:Z 2
= 4
£ m -500_700

2; ; A 700reverse I
Y. 700rolled

| . ] 1 ' 3

% 1 2 3

Depth from surface (mm)

Fig. 7-6 Distribution of porosity in surface layer of gears.

7.3.2 KA OV B 5 AT

R IR BVILEL O G B2 Fig. 7-T \ORT. RIRE CTIIHELE L~ /LT Ak, NE
TR OHIAE CTHDH T =T AR N—F A OB RSN T, £, RIREVLERE
DOREE S5 ATi % Fig. T-8 (1. Ik EBERIZEAL ZANOH D=8, 900HV LLEDE
L2 R TS, 550HV DL R &R DG 2 LR SIL, RifiAiE, 7T00reverse, —500_700
WTHOFEHZEBWTY 0.6 mm FEEE/R> TR, B ORI THD SCM415 LilE
VMEATR U2, E77, B R IR L T SCM415 L34 230~350 HV E7p>TNa.
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Carburized layer Core

1200 T T T T 1
1100 |, .
A

1000 Q B sCm415 ]
< @)
% 800 700reverse ]
e A Non-rolled
@ 700 s
o
T
I

500 _
400 .
300
ool A
0 0.5 1.0 15 2.0 2.5 3.0

Fig. 7-8 Relationships between the distance from surface at
tooth root and the hardness after carburizing.
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7.3.3 H oo BRI 5 B

12 R EVLER TS DOFUEHI R C i e i I 57 ik 24T - 7= i 5% Fig. 7-9 (R, bk
¥ SCM415 IEBAS DT — 2L PR L CThhd .t oo I 5758 1, Kixi&EDH 0T 1000
MPa Th-o7-. [EiDEEE N LA L7= 700reverse DA, JZ 5750 E 1L 1050 MPa &720),
O THLIN LR U, EWO#EEN TIZE S 7T 5RO 23 e i V9 57 58 o

FICFHELIELDOEEZLND. RIT, SHIZIESAL H#E BIZERE N T4 i ULEUSEk L=
~500_700 OFEHT, R F7FREEN 1250 MPa EVWOFERNESIL, SCM415 O T il 57
9@# 1500 MPa D# 83%%& R L7z, ZAUL P/M B HEE L CIIER LD @V VK HEICHY, S

ICHUIA B B DO R EITHZET, S5 m TMRE O BEAEIRE  HAMERTE 5t 0L

,ﬁ;ﬁﬁfémé.

2000

1800
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1400 1250MPa

1200 r
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600
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Fig. 7-9 Tooth root bending fatigue test results.
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1) T. Takemasu, T. Ozaki, and K. Yano: Finish Rolling of Sintered Fe Alloy Gears Using
Screw—Shaped Tool (1st Report, Rolling Experiments by Standard Screw—Shaped Tool),
Trans. Jpn. Soc. of Mech. Eng., Series C, 57-539 (1991) 2395-2399
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Automotive Transmissions by Finish Rolling Using Screw—Shaped Tool, J SME Int. J., Series
A, 46 (2003) 196-201
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BRIE 0 B A lRE TEOBEAICOWT, MtEiT-o 72,

LT, BoniffmaitiEss.
8.1 = FE R ik oD BA &

AN EZ R L7 Ly 7 2 & WD Z R LY, B AL Al REZR iR M 47
VB R IEIEZ B L, TR AR W B R IS KBS 7= B B BERE IR DR L, AR
FRtEZ R, DL ORE R 21572
(1) FINE S O BB 2 I 2 7o TR AN B A E 2 BT 52812 X0, HE Ao
FHEOEEZNERIEED 1/4 FTRBT DI LN TE .

(2) Fe~4mass%Ni-1.5mass%Cu—-0.5mass%Mo JLHC & @8l 2 FEH &L, WA 2%
0.2masshE IR L 72 A ¥ & AV CR SN E L5 6, WiRRIBIEOS A1
%9 0.2 Mg/m® 18] EL, BIEE ) 686 MPa T 7.4 Mg/m?® DO ER 5 EE 3 S5z,
(3) Fe~2mass %Ni-1mass %Mo #LBG @il 2 JFUEHD & LI PN EBIE 1 Al B4 0.2mass% £ T
(KB LIR AR T, IR IR L DB E E 7.4 Mg/m®, SHITHERER R
SUERT% CLE, BEREESBE 7.5 Mg/m®, [HJEE 758 4.4 GPa LW BN R EN SO .

8.2NA 7 U v K7 Mo & & 44Ky DBH %

Mo Z7 LT AR IS Mo ZJEHU 25 S8 7o @ 57 58 FE BERG 0 d A7 U R
Mo ZAEIZBIE LI, ~NAT VYR Mo 2A &8k 2 vy, TN eI EE
W LT BERS « 1R IR BEA Rt 36 L OVBERS ZE B A5 ~ 7. [RD e EARE A LU N IR
7
(DNATZVYREL Mo SRAafifnz vy, IR SRIMVE BO% 54 1 H U7 BERS - 1= R BV
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JEIE 57 5L D3 FH AT
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~D Mo DIEALIZ I EERE R 7 D3 gAb ST 720, S5 E RO R AEB I OMEFEMHIL -
ZEICERT DL DEE BN,

BINAT VY RE Mo & A8k O BEAEHEREIL, B 72 i D Mo JALESICIEE N 32 ik
BB KERIEE 2 DNDT280, IEEIXZIUEE KELAELT, FoZDOREIZIDRILIH
HELTZbDEE 2 BA.
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BEARELT-0E-M Fe-0.6%Mo 'L 7oAy LLbsE L, BEREIREZ 20°CIK T, BEfb s 2
50%EIRk L 7= AKIR « FLRF ] O — X 72 BEARE S CTh, ~NA T VoL Mo SR &8 IE, [F
LDl E oW IR E AR LT
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(2) T J IR 57 s BR TP o — T NEBIZ R AR T D REAMTS S50 &, 1R IR BEAFUZ L DHE
EO3AR DORAERMNS, BN L BIRSE R KT AWIGE DO — 7 DESIOHIESTHILT,
TR J7 R E D L FICF 53 RS-,
(322 7= AR IE (B CIERIHR LW [FER O [ )54 A Z & CH LR OB L3 I TL
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(4 IEHEA S B CHE N LA 2810 k> T, Wi OB LI T L.
(BERIE HFIED Y BAZ LY B el Y 77 TR 2 T8 9~ 2 Z L3 CE T2, FRICIEER(T i B4 H
WTCHREZITHOZEIZLY, sl 5758 C 1250 MPa &V @V MES 541, SCM415
DY 83%0D B T M1 TR 57 TR EE AN EE R S Tz

VL EORFZEIZ I o T, Fillze @i B g ik Ch 4R STV Bk, Bl b 4
BT NAT7 VYR Mo R A& 2B L. £7-, finid TiEoOwE A2k, Wi
VCH B MERE Dt B AMS ST,

Al BRLIANAT VYRR Mo 52 E-eiliid, BEiHET P27 07y MEIZERHS
(30 t/A), TR A= —ICB TSR OO ELE LB I, AFEMET
FITHEHEEL TS, E5IT, AT Uy R Mo 52 A48 Ciind Tikz w5284y,
PR VST 5 i PERE Dt D BUE D FTREME DS RS AL, SERBER B OBEF )% =0,
ARG EERDIIRT D7D DENMTH) - FIRHI SR L7200 D TH L.

76



A

ARAFFEEZTT DITHTZY, TWUNKFRFFE LA Feheséin Loy =M L8z
(2% KRB S LHEREZ BV E LT, £, UM R RFBE L0 FEbeas B L5255 P
o R EHE, W T BT SR EARIIE, AR SO SERIC A WS EOR, B S
WP EEL. SRS L BFET.

AWFTEIE, R RERE RS 4 (B JFE AT — US40 HIRHF R AT B8 L OV JFE AT —
RS AT — VR ITIC B W T EIZEITLIZL DO THY, A im CE L TEED DI
R B2 T2 W AT — VA SEaT EA IR R, W7 —ERIPTR IR L2 Dkt
DEERLUET.

KBS KA SR LR A TEX LT~ JFE AF — VRS AT — VHF SR8k Ky « 1
PEABHFZEES JeiR M il L, b i L, R AR, B E BB
LIRS OB ERLET.

DI, RUFFRICEE T2 KB LOMNT O HEIZHT=0, 2 K250 1BV ELT- JFE
AT — VIR ARG AL T — VA ST T 80 « REMEAA B SE58 OBFSE B OBk, B0l B D B4k
RV %5 LAYl D=

7



