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1.1 HROER
EIFHAROFFIIALICHT 3000 FET Y7 F TOMILEM DR ITHDIEE D, filE
3B T ORI 2R IBEEIT OIS A 1800 FERICHAE o7& ST D M,
Table 1.1-1 (TSRO E 22 RKIESA B O BRI E 2 73, YIHNTREBEIT S AR
7=, BRETLEF 2R THRIBEOIERP TR M RIEEORINER &, Bkx
REBBPHNHILTWER, RAICHIGIRTZT TR ERRBICHFASNDL L DI
2ol 1910 FFROBEBVEERA % v VAT 7 ¢ T A 2 bR 1930 4R o> T B AT
BEPAL TH 5. 1950 FRN ORIV IES N DHIE T IZ R 2 23 8k% & 72 0,
HEEEYE & HICRE RREART CTE . AR, \NEOBEImE TR L L
BHIRFEATH Y, Elo@mOREHINEZ A L2 6 b= F—FFIZZ LV, D
EOFHRICKESFELTWSD. £72, HEIFIZIIARD BRJROMRES L THRIHE O
BMERIZEREZEIZIGA D Z ERRD N TS, 630, SRRERENE, JEEME,

Table 1.1-1 History of development of powder metallurgy materials.

1800 1900 2000
| Sintering of platinum |
1830 Sintering of Cu, Ag and Pb
The late 1800s Bearing, brass, wood-metal

1910 W, Os, Ta, Zr, V,
W-filament (incandescent lamp)

1930 Cobalt-chromium-tungsten alloy,
bronze-bearing, Cu-graphite electric
contacts, ferrite-magnet

1940 W-heavy metal , Fe alloy,
heat-resisting metal and alloy
(Nb, W, Mo, Zr, Ti, Re )

1950 Mechanical, automotive, atomic,
aerial, electronic and magnet materials




PR, BRAEVE, Z20%pME, Eh0MERE, RRE - RPEH TR, THEMERE, HIENERE,
BEfCZZENE, SRV LML, IRE) - BEE, ZEORMERE, [EHEME - WM, Bt E 2k
WD, FRCHAHEIZHOWT, JRE - MHAME « BRRIPEORECR TN L SH, H2R%L
AMECIREIEE TR EE A LS00, @ - el E FARE LIEIRRE - RBEA
PR A HEHET 5 Z LR EHA STV S 12,

AEHIM 3 T RO CHERINTEB Y, Ao sRM bk, SiEi, Firk
B, 7= LA, TOMIESSEEMg, Ti, Cu, Zn %), #HIE(CFRP &), 77 AL
ZIGIZED. EOF TS, SRRMEHIBE(LD T2 D OHIFRRE 2 BNEA TWD &I
W, HEIESEOK 7EE 5D, KKE L TEEMEITHD 1.

PR B DO E LT, A T 2 ik FH (R 2 8, A 44H(Cr &, Cr-Mo &,
V RE)RR, BREEMICE RS, XU XA VB, T REREK), * L CEREERH R
(FEIZ Fe-C-Cu R H 5. FFICHERET ML, AER, A= X—, TEH, =7
Fy A FEREIBIRIZE WD S D) L OEHER IR SO &EFEN AR £, h—4&
AR MIBENTWDLRPBRERFETHD.

ARG AR O 5 B BIAE R A Fig. 1.1-1 1R, X5, BEREEEMGER S, ek
MEr L OWERS Bl NAEEROFRE 2 5D 5 Z L Nbnd.
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Fig. 1.1-1 Productions of powder metallurgy items.



X, b AEPEREN SO BEREFEGT AL IX, 2016 5T 85,040 R ThH Y, HEAERLE
R(132,195 F DK 65%% HH TV 5.

Table 1.1-2 ([ZBERBEIRED oL O 75 BEMDIRER L OHER 2R~ 3 19 . KD, BERHE
WS O, BB S R & A DAL L B 1 94.5%(2016 A7) T, T ZHUF
WEEAICH D, F, BEE 1 GICERIA T 2HmRneEoERE, 2014
FEOT—H 19T, BHARIZ89 kg, KEIE203 kg, BKMIL95 kg THD. ZDFEIT,
KETIEARBEDLLRNKEL, axsT /vy R(aruey R), T YV230
T BRI TR TE—F AT =T L= 2D X ) R EREDOH
DB RGBS IETELNTWS DI L, HERD E B LAY/ N B 6 % 78
DTNDTEHEBEZBNTND.

Fig. 1.1-2 |2 B SN R BERE G S O E N A E R L 2R3 19 . Kb, =
2V U(52.2%) 8 L OBRENR(25.1%) D EEERAL L 72> TWAH Z ERD D, BERE TR
THBHEOE XN F—HECERCEET 200 L 01D, 5%, BERSEMICIE,
E SR DS, RRE, Ko X MeD7=, @SR DDk R HERR R S
BEMNEREN TV EB2 LN, Ko T, BEREERAICBIES 2 RIEER, FEh
BLOZEORE#E T vt AHMOMIEHBITEETH Y, T b 2 ML U AERI
ZRMNCEAMEL T Z ERHIfF SN TN S.

Table 1.1-2 Ratios of demand to industries for sintered mechanical parts applications

in Japan.
[Demand 2011 2012 2013 2014 2015 2016
industries
Transport 91.3% 92.7% 93.0% 92.9% 94.1% 94.5%
equipment
Others 8.7% 7.3% 7.0% 7.1% 5.9% 5.5%
Total 100% 100% 100% 100% 100% 100%
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Fig. 1.1-2 Component ratio of powder metallurgy parts for automobile in Japan (2014).



1.2 SREFEREFEH R L O oERE

BEREERINCIE, AR VCEIT)EN, T b~ A XERKy, By, WILR =L g,
B AR 72 E o 5705, K<KHOWLN TV DIIAR Y PEMB LT h~A
AP T 5. AR PHHOFERITIIRFZITCH VB EIMEH SN TR, a—7 2
DR A > THILATH OREFEZ TV < Z & TEITIND. RFECHITEC—
et — orh —BIC LRRA R D . ZORNE, MBI & > 25N ZERIC /25 Z & T,
SZHBEOK L7V EFITEED 2D, MIBEEHTEEMEL 2 5.

T R A RPET bV A REZE)EICTER IS, 7 h~ A XEIE, BRekic
KRINTREAEE L, RAAIRICHHET 2FIET, KT h~A XEETAT h~vA X
HER®HDH. KT h~A RIBEIZL DRI, BEBOTOIRNSAHAIE 220, A
OB KRR £DT I —RERBLT 5720, JERE TOIRIREF R TTRETH 5.
Z DIEREITBER I £ TOMEMREF AR E S T, 22BN b AR = 2 STz
W, EEERTIIZIHOLNTWAS., HARAT h~A XX, KT h~A Xk & e~m
ABEL, KPR T D707 U = RIFERV. LA L, BREMRE, K70
FERANC X 2 @E EARICA T, EJIRZRN T ORI 7 EE R E(Cold
Isostatic Pressing : CIP)X> il i £ CHUIE & BafE & [RIIRFIZAT © ZAH % 7 FEME R U5 (Hot
Isostatic Pressing : HIP), AL FByRIFEEHIHIG A > & —Z Bl S L2 IR B HE DR
VA B ) R B HY R (Metal Injection Molding : MIM)IZ L < AW SHRL TV 5.

AHFFETIL, PRIRL - C R B ALICA R DIE IR T ORI RS ATRE 72 72D, &
PE TR COBEROCNELG 72KT b~ A A2 HNTN 5D,

F7o, BEBEREM OEELIE L L TOERFEL, Silhoslchs. 7
Bbb, BEEROBEALL, SEEIEAIL, RIRBEANLE —RARBVLIRL Y o Z —
— = 7 (BEfS & BEAIL O [RIRF ST HEALEE) 2 K DBk ok & 5. kEi)
5, BRILBEREI OB O SR RIS E 2 T T RERBINTEIC L D
EIREALFIEICOVWTERERD D& T 5.

il
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1.2.1  WINTHEIC & 24 mika L Tk

Table 1.2-1 12, JIS B LUK A — 1 — &R & Hore U7 AR A 2850 i F gk
—B AR D MEH SR TIE, IRFHNCITHL O 2REEFT D
Fe-Cu-C AN EM O BIL DR TWAD, RWT, HEEFENE & ICEh -
Fe-Ni %46 KX U8 Fe-Ni-Cu &, m5RE D EME7R Fe-Ni-Mo %, X U &L 2D EE
FEMEIZHEINLTZ 7 LT B A Fe-Ni-Mo-Mn 5272 ENHW LTS 1.

TR, MIERK, L7 m ARy, A RECE SR (MK 1 S IR0 e 3R A& RS
HEIHIbONIMZ, ATV RUEGER(ESMRECEMITHE & ILHfT S S
T2 DYDRREPEATHS.

UL, —07e8kB i iinocs : Cr, Ni, Cu, Mo, Ti, V, Nb, W 72 &g,
EARBZ @l CHRAEM AL Z LT TLE 9 728, INcHEs JORmEiddzn 2
ENEFE LV, ABIZETIE, MECRHDILHE &M OE 1 IRMNICHEIC Mo, & 2 BN
TR C AW, BERE LR T~ b v 7 R E LS EEFRELZK TS5 Cr
R Ni, MBI L D2EEHRRE AR SALORIK & 725 Cu, AT REE DR
IR & 720 ZRUVE RO & I iR A AR Ze AT I SR TR (Ti, V, Nb, W)7Z2 Ei3,
AT TR 5 Befsm s ComBEIZ X 2 mmE(k, @ikl L OEFHFmbizix
HEVELTWRWEBZIRIML TV,

Mo i%, Si &FRERICAZERBIREL LT =274 M LENTHILHETHS. Mo &
1 mass%iRN L 72355 Oikf O S g2 5, Mo 1 Cr @ 90%D{LEEE R 2 & A
bhoTky 9, LETHMOBEANEL LI, JREE, AEENE, mflatE4zm b
S5, F7o, BER LU EO7ZOD MeC, MxC I ZAERT D, 2 OF|
RIE, A7e< Ed I mass% Mo 5 e b ZIZBIND MO0 Ko T, 1 mass% Mo % i/
L.

C ¥, A—ATF A by-Fe)ll COMBNZ LV &JEAfkTICIBuRE L, BEANIC
ED~NT YA Mo-Fo)ZRET, BAmmELI o RENRILETHS . IS



Table 1.2-1 Classification of steel powders for mechanical parts (unit:mass%).

JIS JIS 72550 KOBE Hoganis !9 JFE
classified (from Table 3 to Table 14) Steel!> Steel 17
Fe-C 0.3~0.9C - - -
Fe-Cu, 1.3~3Cu, ~0.3C 2Cu,0.8C (Segregate 2Cu,0.8C
Fe-Cu-C 1.3~3Cu, 0.3~0.9C prevention powder) )
Fe-P-C 0.4~0.5P, 0.3~0.6C 0.6P
Fe-Cu-P, 1.5~2.5Cu
Pure iron -0.4~0.5P, ~0.3C - -
Fe-Cu-P-C 1 s~25cu
-0.4~0.5P, 0.3~0.6C
Fe-Ni(-Cu) 1.5~4.5Ni
(0~2.5Cu), - - -
0.3~0.9C
Fe-Ni-Cu-Mo | 1.5~4.8Ni 4Ni-1.5Cu-0.5Mo 1.75Ni-1.5Cu 4Ni-1.5Cu
o 13~1.7Cu 2Ni-1.5Cu-0.5Mo -0.5Mo -0.5Mo,
Diffusion -0.4~0.6Mo, 0.3~0.6C
0.3~0.9C 2Ni-IMo
Fe-Ni-Mo-Mn | 0.45Ni-0.7Mo 2Ni-0.5Mo 0.9Ni-0.9Mo 1Cr-0.3Mo
, -0.35Mn, 1.8Ni-0.5Mo | 0.6Ni-0.5Mo -0.2Mn -0.3V
-0.2Mn, 0.4~0.7C 0.5Ni-0.5Mo
1.5Ni-1Mo 1.5Mo
Fe-Mo-Mn, 0.85Mo0-0.2Mn, 0.5Ni-1Mo
Pre-alloy 0.4~0.7C 1.5Ni-1Mo-0.35Mn 1.8Cr

-0.25Cr, 0.5~0.8C
Fe-Cr-Mo-Mn | | 5Ct-0.2Mo0-0.2Mn,

0.6~0.8C 0.3Ni-0.3Cr-0.3Mo
3.0Cr-0.5Mo-0.2Mn, 1Cr-0.3Mo
0.4~0.6C
Fe-Ni-Mo-Mn | 1.55~4.4Ni 0.5Mo 0.45Mo
-Cu(1) -0.4~0.6Mo -3Mn +1~2Cu
-0.05~0.3Mn +0.5Mo 0.6Mo
-13~1.7Cu, *0.5Ni +0.2Mo
Hyblid Fe-Ni-Mo-Mn . +4Ni +0.15Mo,
(pre-alloy -Cu(2) 3.6~4.4%Ni +2Cu 0.5C
iron -1.3~1.7%Mo )

+ -0.05~0.3%Mn 1.47Mo 0.6Mo
diffusion -1.6~2.4%Cu, +2Ni +0.2Mo
element) 0.4~0.6%C

1.47Mo
Fe-Ni-Mo-Mn | | o5 504N +2Cu
-0.5~1.7%Mo
-0.05~0.3%Mn,
0.4~0.9%C

% All of carbon are additive graphite.




72550 TBERSGBME—HAR) ITREN TS L DT, @H C 1% 0.3 mass%ll 2L
RNEBEANLTHHEVRENHAR N0, Mg OERIT 0.3 mass% Al D C &
EDHNTWS., —J5, 1 mass%ll B Tld FesC BRAEMI(E A > # A MO EIA R &
D, BESSEARDFTEMOND S, BEMOINTICE S 7220, BERGAR A 2 1R RALEL9 5
%4, C 2% 0.35 mass% AN OIRIREH & IR 2 b OB L HWSRD. RIFRET
(X, OB Rs DAL ZE I RE & BALEE RS 0 5 5R EL 708 W N AT RE 7R KNI 0.35 mass%
Y ORI ZIRIM LT D& .

LB G, REFFECTIE Y v AR M CRlRIE R L OBER R & L COMEEIERIC
B, D ofER OBULEEIC X Rl L0 R v 7 2O &R AT RE A

kX — 2 D 1 mass%Mo — 0.35 mass%C E o VEEE S 2 IR L7~



122 ZoOftEiRE L FIE

PREAT RO BB & B &R OISOV TIE, £ OEETHELLEBN
TWHDOTHIEL, BEfEM 72 5 CIEO@EmBE(LFIEIC DN TR S.

(1) =&k

— AT BEAE R ORI, EMNEEB LOCREHORANKELLHEE L TNDHDT,
B EALIC X0 msE LR F ML & WV o TR E O ERRND EEZ B
TW%. BEEAFETISERENERTH L. TOFiEL LT, BRI, 1RREK
B, WEBIER EI2X D 1R 1 BIEERE(1-press 1-sinter : 1P1S){%, (BERE#% I T
i UABERE 3% 2 B 2 [BIBERE (2-press 2-sinter: 2P2S) 5, ¥y R IR ETE(BERS R IETR),
CIP, HIP, J&#E 7 7 A~ BEft % (Spark Plasma Sintering : SPS) & W o 7= ik TiEix X <
Mo TWD. E£72, R HRNINEEAIOW R, SREEORM, SRR
LK Z v TEER ERORIE L Vo TnETED ERRTIEICEAIR TV .
ZZT, 2P2S IZEEND YA VT (Sizing), T4 =2 7 (Coining)lx, ¥y REEIEED
—fEL LTHERINTND DR, SHEBXOBRMIEN TS5 BT, &misEl
(ZIFFR ER B LR\,

(2) RO E

R DARE A E TR A R R 2 IV D 2 & 3T & DRERAMIE, A TR
W72 2 < 72 2 @B OE AR FRETH LS. H< LMWL TWD FETIE,
AR A DIRFABERE DA 4 Th D . ZHVUTEEE TEIMEDKV WC T, ik v
RMESEIEZH S Co ME A X —L LTI, IBREHW%Z Co ORALL TR
BefE 2 Z LI RV Ek S 28I TH D .

F7o, SIEERERERICHZEE LT, SOl EOIRE TR L, Fe 0
Cu D[EFS & Fe Rifi ORI A D THLT 2 8ER 193 L OMELHIT O 7L L3R,
AAEREHIC L DMEAE CEiREZ T I v 7 X, KM ZeE L+ 52 & TRE
TAAZ X 2 HIBE 2 BL BARHEREM B 2 803 b 5.



BUE, HEhERERMT BRSO mEELTIE, AR E0BICEE L TWL T L
TaAMmIZED T~ M) w7 A5gfk), MEK A~ IINoTER & AU A ST
JEEA Ik D TRILAFOIIL ], TORATHD 7 LT a A B_— 20k
BEMC L DEEML D Thbb A, T v REEMNERTHD. B OMIET
X, BEfE Ry 7 e~ Y v 7 ZAENTIRE — BN T A DR D~ VT A M
THERR L 72 AR BT STV DA, 40 & Z AERES(SCra20) D% 7758 12

RITRN L~ LT d B 110
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1.3 miREESERE R L BRI ) - B A AR

AT, H< b EBEICLDEMEICHSE Sbh TR b, B
DRI IR 72 Bl F TITIETE L 7w DEERS S ElT ) (oW TiBZE L
TWD. BRI, MRS IR O S B EVERERIE 248 L, BeRb s (T hEs I
DB AL EREROE & F5 3. BERGSBOE I Tk RS Hfr o —FR & S, @ ITPER D
MRS A H T 2 L%, KEITIE, WM O#ER ZhE TOMFFEBFIC L Db
FEf DBV #EE D FFEds L ONREIZ DWW TEES, W TARMIED T —~ Th DR N
A#E DB I L ORREIZ DWW TR 5.

1.3.1 ERA OB H RIS I L O R s

VEBUAT 38 X OBERS A 0 BARI S 12 BT 2 Fmaf e, miRAEETH 5 7o FM K
[ZHRE T b LR ESCER L E(RE)NAET M), KIERBNTE2ES L2 LT
5. THUTHRIED D EASELEL £ THlfe LT BT A TRVIRDY, BRSO L&D
W, PR TR ORETHL Ry N oA TOFEBLLAET 2 —EK &
W2 5. ERD ZCEROMAMENMENZ & bETH D, £, REM OB IR
MEVE DRI OBy O—FREE L 2 T DA, —o—2f LW BIRE Th%
BN TS B L 70 5. 207, RENTINT - GIHIN T X0 EERST LM S
FEFIZZ L R DBMCH Y, FEMOH5r~9 HIABRT 2HE0, B-HRREB LU
NIERHOREDTZODBINL LT TR MEROER L R->TWNDS. ZOXK E
LTiE, @R T —T ¢ U 7 HIF OB, MEWE - MEEFENEO E &R EF O B
F&, Y - GGG K DT K ORI~ O AR S35 5. £z, CAE T
FEOmEAR L OEEICET 2058 1Y biThnTns. 7208, BREh b0k
MEBsE ETh Y, max Mbrhb b T, SRtea BT O L O
TCEEMTONTNDLIONEETHS.

ENOBBHEAEGL T, 7l b elhm a2 VO E TR L, IShgET

-11-



AL OAR AR S B2 b, LB REI TSI LISMC BB E LT E £ &
L7, HESCaxs T o7 my R(arney RYFEOBMIREIC X HEENEITITD
T g M 1200 GBI, RN m < BREE OB AL LI L CRMEIIRCR > b
A NITED, HEBRITEWVERT 2DOL=T 3y M= 7H2HL LI
PREBE S L & 7e o TR Y, @miEE COMEHD KR OGRS KX 2MEE /2o
TWs M 2072w, EWEDOmWSIEM P —T ¢ 7 OB R EE
nTWs. £/, ERMEEZA LR omB#EEICB TS, MAMED W4
RISEM, B —T 4 > 7, HBAEORBREEN, EFRIXT—R 7 L 2Z N
T2 Z BT L O3 Y — BN X 2 i b A E b Tnd. LinL,
IS O TRRICERN D0 D Z D, A v T A AbD = ikis B RITte L AHEE %
T 2MEMIZH 5. CAEITIC K2R TR G BIRE +50 L DA BTSN, fiffr
R ZET 5720, Y7 R U =T o o— KU = T D DT O md b &
TG M8,
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1.3.2 BERSH OB s

AWFZE D BN & 72 D Ry K& (BERE SIS ) 51, 85 RIS KRERAT O 1941 4
b, >KE GM #E23BIEIE 2RI UEMERY L= 7Y 7 — L2 BEfE L, BAEE L7
ORI E DTS M 2otk (ALY, BEREROKILZAMTIEL, %
A 71 MgmBELT IRy haf = 7S, BARTYH B BMERIGS
SOARAEA TENFNEZ A LA, BEMICOENEICRE <L o Tz,

Z D%, 1967 - GM tiZ L ofkRikE = vy FORRBEHIEZ £ >20F12, KE
Bl A = — DB BT, AU 2 —F O A —H—Th DT R AR HAROM
FHRGART B IC S L, HEO GKN £:(1980 4F), HA®D =3 ¥ HEJHE(1981 4F),
KED 7 — FH(1987 )Ny RICERH L2 M. L LAans, BEMENE
B2, R, RIBIE, BEREIES O A REINBRIC L 2SERED bz, R
EHCIE, 2 my REA%E & R~ 3 AR K 2 [EMEED BI85 A 48
B L OB ORI L BT 3 BH%E S, MR OTRENE bR SN2 & T, BEf
BEFEC 7.4 Mg/m® NEHL S iz ),

UTARE O [EI N C O BERS BRI 8B 52 LB T, 2007 4R ICAS HIHAF T2 1 0 BEAE Sk =
vy RBAFR P0IRTHAR, RftTixohzarey RERAFETE L, Zofh
DOEEA~EB L TZewn, Ziudk, vy RONEEHMUSMNIEENL ORI, 72
DHLRECEENOWTZEETHHFINDMERERAETH D Z LR, KR & FERIZE
[ D% PREEE 23 HLD D 72 OB DI AN (BERE) D IEF IRV 2 &, STIO BRSO IR
DL &K 5 B CEIcaE T 5720, W ITRERE TOEBRERAREL TN D,
TROHLA L TA MR TE TCWRNVEDEEFERH D LI TWna M. haxFE)
HETHEE G v a Y ROBE PORARSL TV D23, Ao RME TR ERREIC
TE->TWRNEEZLBND.

BERSSBE IZ BT D AFZEIC DWW TIREM R b O Z2 2 5. T8 O 1L, BEEEAR SRS
OB RE T T OIS BN TEW & & BErE s e & OB A Gt L,

-13-



B TR S IO A RE 2T, BERENE R EMRTHZ L 2R

L7z 122,

KEFIX, BEAERFBIOM ARSI L <, BB RIEEOSE, WA REND
1000°CE[HI#BE K D & 400°CLA T DO R SR A& S & /A A4 TIz < <, B Fr
PRICEN RN Z &, T IZBAREE O 7 &N NS WO T, SeaE e AR
BB TIZBAIISRE S LD & AR L M),

T 5 1, 4600 RBEREFARIRIE A OBMIIIEE 2 5 2 DIRA B KOG & o2
it L, BEEMEHIIIA @M OER RN REZA, BEL 97%FEFE O BHT I &
DRHED ZEITFR ERBD L7 2 &R, Mo (FMRA 48 O Frth e 1 2 fid THZh 72t
FIEN, BAECEDEINTIIREZOMREEHHFTE RN LR LE 1,
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1.3.3  BEREH o1 s

BERS R RIS 12 B9~ 2 WP ZEBR IS S 1, BAM & b2 LIREMTH 523, ERNHD
BB XL ORFEN D EGRSICOFITE R R AR STV D.

Harry (X, 7 b~ A XTI AR P8 L0 mEE AL, 0.06~0.41 mass%C Tl
MRMEIC R BIRNZ &, C BN Z 2 LHEAICET AMELHEX, 7V 74+ —A4
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TEF 5 1F, OO E Y Fe-Cu-Ni-B %36 K U Fe-Cu-Ni-Cr-C R BER A i S 2
1TV, BRIV RO FIZ DWW TRLTWL S 129,

AT B 1%, BERSIEHERD R 2 AV BSE L7z Mo SRER D LA 4K & BE JE & CIiiek
WL, AR X ONRREEAIL U7 BR O [RIfA fh Y 57 B ) EZh RIS TOoR
LT 13013 2T, FEER CTITRITE L © REILBAYRL -/ & ORI 3L
FCA) 72888 2 Bz LTV D ATREMES BN 2 &, RIRBEAI L2358 O FRERS O AR Z ]
REMEDR S D 2 L, Mo BB CITHERE v 7 PENIRS 23003 5 2 &%, AiFJE
WA MR BB RN TN S.

A. K. Jha, S.Kumar, G. Sutradhar &%, BEfEEkDMMIEIEIZBIT 2HF5EIZFUN T,
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T, BEIKET 22 L ThEIND I EEZRLTNG 137138
ZHBMITEIT KD, BEREIH OO S LS E), (R Ry O BB TR S OV
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72, BERSBEEEICBT 2R T, REMR b DL LT,
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2) TEMRSRIGIREEZ 7.3 Mg/m® & L, BERETL 400~800°CHES LIZ L D2 EFEEH
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VL b)Y T o mnid s PHCULPAZE)$E TH R 7.8 Mg/m® & U, 1R REVAER L C il
b3 2% 14D

4) AL 7.0 Mg/m® LLECRERST%, R QBLGBIEIN L, Rl X 5 #mmf &
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TWDTow, BEMOBEELN 100%I27225 Z L1372, F/o, WINTLE ORIk
HRALDOZE TR 2 L T A —ea@ilfik s 720 o9, 2k v~
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—77, BERGER O =7 N, WEEB BT 100 AR O FFEFTH 12.5%, 100~300
NDFEZEFTD 39.0%, 300 ANLLEDOFEZFEFD 48.5% & IR FDO T = 7R KE L,
BERAOH/NEZEPEEE L TRV M Z E N L DT ODREFTH LH. RIFFETIE,
HUNBIRE D BERE R ZE, MEBERYE, BB OEEERO W 1215 T, BEEH Mi%
LB K2R BEE RIEZ TR 21T 72, 2070, AFFEICEIT 5
B LRSI ER A ORRF A2 TR L TV D,
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AP TIIm MR WMo DR &R D72, a A M LOMERBGRE, BIHEETR
BE, BBIELEE) LI imER, REOBEICAEEROND, KT h~A Xl
Pty m ~N— R L L7z Mo REBD LB A& & Ao, ZAUT XY, BERSm EEE o
EHEREL(EREE (L, B, MEUL)OT-OOK TRICB T A& 255 2 &
ZWEHBIE L7z, 22T, Fig L4V IRTEMEBEIE, —REERE, mEiE, fofk
BULIR DA TR W T BRI KX OB A REIE & 1) - S 2 &% ) R ReE
LB FIIRED R L, 20 OMATIT X0 k8 7 SRR R (5
U7 BERS 0 G ENVL B DAE RIS 2 ] 6 0T LTe. BRICARBISE TIL, RTRLOE T
WIFERRFRTF T E D AldL 5 AL TV 2R S8 FE A 3% 0O BB D3 77 R B h] R K IE
B, TRbbEORIMERT I LICEA LB,

HARIIZIE, TERERRIZIC X 2 — R, —RBERSIZH 1T DI F O] S
PEOFEENZ X 5w @ik L OBRAORRME O 21, mRI#EIZI T D M B RES
MVEIETZRE D ZEAL, Ao FVLERIZ I8 1T IR IRFEAN SRS & 2 @ millikds X OBEIRE)
R b A Lo, 2O T b RICEERBGLIM O 57 R E DO m F 2 k& By &
L, H#LRICBTONESFMEZH LN LT,

| | ) [ | f

Compacting I$ Primary Sintering $ Cold Forging I$ Heat Treatment

Compact pressure Temperature, time Load, time Heat profile

— _/
v

Research of densities, plastic properties, microstructures and mechanical properties

Fig. 1.4-1 Schematic flow of sinter-forging and heat treatment processes.
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A BRERA TR EZO Y H L TCOREDNERTH o7, ZIUTEBREORGIZE DO
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1.5 AFRICORERL

AFSCILA T O 5 B Dk s ivd . FEORE % Fig. 1.5-1 [Z/RT.

1 ETIE, BRIGEORERNG, — BB I J O E B3 52 B 2 BEfs
MOACES T 36 JOVEES R, SRILBEREM 6 L OV O mRBE L TFIE, m R BB H ih
OBRFZ T T FFERREE, AFSE0 HIE XU SLOMERIZ DWW TR T 5.

052 BECIR, BERES GG R & L CBR%E S Mo R A 4K &
W, JERIRRIE D b mRiE £ TO TS, @Ak, B L OHELAIREIC K
FETRBZOWTHRAND. ZONTHEMEE, —REEMSIRE S L ORFH), i
i, MAVERTE &R EOMBENG, @ ELRER L O RE (B T BERS ([
OB 215D DA N2 TRREM 2T 2.

53 ECIE, BEMAREIEREE, BIMEIC RATORERS, MG KO- A 2R UL
BB D4 TREFOREBLZHONCT LS. FLT, F 2 BOFEMKRE LT,
Fofé FAR T &b 2 BEt (i HISBoE BV FLAF OB R PE R B3 RIAE N D, —IRBERE I &
OB RIS DA NI A AT 2.

4 FETIE, A E COPFE CHICA R e — KBRS, MmEgEREE Y, 2
AUCHT T2 7R IRBVLE I E 2 A - B O @ sk 2 AR & L, SHREELERE
PN TR R MEds L OYE M IS RIT T BRI 21T 5. ZC kv, EMoEEs
BEARIT X 2 @R B kI K OGN i 97 3R EE 2 FEBL T & 2, BEREI HERIE D B IR IR
BB E TRTROAIFMEEH LNCT 5.

% 5 B TIE, FEM RHTIC & 2 BEkt v IS0 i O RGBS 2 6 1 5 3 BEHERE 4 3=
HEOE L, AF—REERRBA OMEI#REIC X 2 BHEEAE R L O E ELo =Kot
FEM fRHTE T /MZ K 5 BB ATREMEZ AT 5. BARAYICIE, =ZRocZAUE KD FEM
MHEIETEIRNTE T M ZHEATEEZ B A LIBEOE &, 2 E TOMERERT —
2L OWREEE, MEBIUBIICEY, ZORLEEZHERTS.

Bz, 86 ETIIAMI CH LN MAERIET .
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Chapter 1 Introduction

- History of development of powder metallurgy materials
* Applications and market trends of sintered parts for automobile
* Research problems of high strength sintered steels

* Aim of this study

Chapter 2 Effects of process
conditions to sintered and cold-forged
microstructures
+ Effect of primary sintering on
microstructures
+ Effect of cold-forging on
microstructures

Chapter 3 Mechanical properties of
sintered, cold-forged and heat treated
materials
+ Effect of primary sintering and cold-forging
on bending strength properties
+ Effect of primary sintering and cold-forging
on impact properties

+ Effect of a carburizing heat treatment on
bending strength properties

Chapter 5 Confirmation of FEM
analysis model for densification of
sintered materials
* Investigation of density, size and
microstructure of specimens after
compression test
* 2D-plastic deformation analysis of
porous materials
* 3D-plastic deformation analysis of
porous materials

Chapter 4 Improvement of fatigue strength and
microstructure modifications of sintered and
cold-forged materials by carburizing heat
treatments
* Change of mechanical properties and
microstructures by normal carburizing heat
treatments
* Improvement of mechanical properties and
microstructures by advanced vacuum
carburizing heat treatments

Chapter 6 Conclusions

Fig. 1.5-1 Schematic flow of this study.
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22 SRBRERRIC BRI —IREERE R O BT
22,1 HEEM I T OERTTE
22.1.1  JFUEH I LUV ORRE

AMFFE TR Mo REBIIIEBG @Hn DAL T 57 36 L ORI /31 4, Table 2.2-1 %
LV Table 2.2-2 IZZNZIURT . T, RHTBLIEE > E HIFEN S DT, 1.0
mass% Mo % FHENIZIEHA T S 72K T b~ A XF#E(JIP SGM10MO-CMX, JFE A
F—VEOIZESN CEYRAR 4 pm, AARRI TER) % 035 mass% WL, K[ALOJH
K &72b0 v 7 2RHEHZ 0.5 mass% & D EOIRIME LT 5. Ko TER
X 100%EEE DA, 7874 Mg/m® & 725, Harry 22k 5 L, 7 h~A gk o
%, 0.06~0.41 mass% C DNMENTZHEMLATEREEZHRIONLIHHATH Y, N OB T
FIRENMFONLETHDH. Fiz, RBRIAANLOEIZ A5 um LT & 75~150 um OFi
PSR F NS AFAET D 2 ENb D, D8, KK TR+ ORI/ MR T3
Bl SS9 <, B K2 @B EAREICEN TV D ORI TH 5.

Fig. 2.2-1 I[ZARWFSE THW MR~ — 2 Mo SR fEic A ek ofX &, B8
Mg LR~y B 7B e T MOITRT & 91T, RiEIC Mo 38X C ki1
PAFE LTS ZEBbns. KT b~ ZEITEZE#OZMHIC L v ERiMb T §
(2D LD BRABRANZRIER E 20, JTEMERIZOBET 71— R 23881 L e < <
B WRES THDHZ EBRRFETH L. 728, CHLRFHEICZREIRE STV

Table 2.2-1 Chemical composition of iron powder [mass%].  (Lubricant: 0.5 mass%)

Element C Si Mn P S Mo Addlthnal
graphite
0.02 0.01 0.15 0.09 0.006 099  0.115 0.35

Table 2.2-2 Particle size distribution of iron powder.

Particle size | over 150 106= 75=  63= 45= below Total
[um] 180 <180 <150 <106 <75 <63 45

Ratio [%] 0.1 7.4 18.0 24.7 7.3 20.2 223 100
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NI ZEE LT —R T =T ORETHD. ULrb, KRBFFEITHW % EUE
1%, FREIZ Mo BE U C M1 LT LM Th 720, UBRITEMEZETIZEEIC
B, BB TEe LEEANIEIZEND 2 N5,

(a) Schematic image of adherent elements.

File Comment 1 3GMI0 particle,700des, Ar-zas

Posit ion Comment :

boo WKV = 15,0, Beam Sizefum) = 1, B.C.(ud) = 0,10, S.C.(nd) = B2.25,

Scan Mode = Stage Scan, Step Size{um) ¥ = 1.000 ¥ = 1.000

Data Points = 256 x 256, Area Sizefum) = 266.00 x 256.00, SamplingTime(sec) = 012

B0463
47323
43684
40045
36406
32767
291248
254849
21849
18210
14571
10932
7293
3654
18
E ——— 50 um 29344 a &0 um
Mo, 137168, Min.:29344, dve, 132444 Moz, 161526, Min.:15, Ave.:10431
4635 T8
4304 722
3973 BEE
642 E11
EER R 555
2980 500
2643 444
2318 389
1987 383
1656 77
1325 222
934 166
BE3 111
132 i

———— 50 um
Max. 1817, Min.:0, Ave.:dl

a ——— &0 um
Moz, 14644, Min.:1, Awe.:1763

(b) Back-scattered electron image and element mapping images.

Fig. 2.2-1 Mo diffusion alloyed steel powder.
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2.2.1.2 RE A ER TR L ORE ik

Fig. 2.2-2 (TR fr OF R TR A 7R3 A CTO AR TR, HREMBE, —K
BERS, %I URUn s, BBV, IR X 9IS, ARE TR MG
FCOFAE L L.

£, Fig. 2.2-3 D LBV RIEE 370~980 MPa (2 C 7 0 —T ( 7 X A L TEHRIK
AER L7, b)Y &Y, B FETRITEN D EREILS A MEICH Lo 5,
ZDEBINZ L0 HITTET 505, EEERE LT/ SR DR %50 T T REE O
mER, U UREEICR S, Ko T, ETEAE CHEICHOE ST Rbb
Za— b I =UBROKN, BEANATUCADRWERKLERD.

Fig. 2.2-4 \ZRUJBIE & ERY RS BE DO BIR Z2 7= 3. Bl L/~ o T B & i Tl - 7
H DT, MEHIAKRIET VF AT ZE)TRHE L EBETH L. oLy, W
F ORISR TIEBITE 5 2 £ b2 Y, Kalathur 12 X B HFZE 219 (RS T
2 BT & TERIRE E OBFRIZITW 2 E3b2 D . AR T, REBRA Y vy e
— AR & L CSHENE 10 mm x £ S 55mm THESK 10mm & 725 L5 S E
B2 471102g L L, S S 2 L CTHWOEE L L. —kEBERS (Primary Sintering :
PS) 1%, HEZZ[E 30 Pa Ll FOEZEFZHVY, BEREIRE 800~1120°C, {REFRFH] 20 min
I 60 min TTTU, JF N THEBEESK) 1°C/min (2 CHRGHI L=, 205 BERSSRIE T,

(a) Green compacting

Cutting ’ Removed flash
(b) Primary sintering (c) Cold-forging (d) Finished by polishing

(backward extrusion, rim=1 mm)

Fig. 2.2-2 Schematic of fabrication process of specimen at chapter 2.
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Friction force

i \we f 7 Z f

Resisfttént

force:;
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(a) Start (b) Loading (¢) Knock out

Fig. 2.2-3 Schematic of compacting.

7.5

L p. =0.6381-In(P,) + 3.0324

71

6.7 ' ' '
350 550 750 950 1150

Compaction pressure, P,/ MPa

Green density, p, / Mg m-3

Fig. 2.2-4 Relationship of green density and compaction pressure.

JER IR BE (pe) & BERG IR BEIC FE DN I\ 2 & 2 il L, — IRBERG IR i (pps) & 6.8~
74 Mg/m® & L7z, & LREEORBA IS LT, BENE, MIHE, RubsIU
7 BRI ATV, O OB A THA Lz, &5 TRICK T 258 ORI,
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KIRE(T VF AT ZE)TREBEROEEAZRE Lz, SSHEICE, vy v=L
i SRR (A 27— BI W~ A 7 byl — A SR (ARE 0.2 kef,
AR 5 s) W, I 7 miiEigE, BB OWiaIZ s LTI (#240
BEO#800 = A U —#K, Oum BE O3 um ¥ A4 YE L RFEL L O0.1 pm 71X F
INTHEE) 21TV, FOF £ NE 3% A #— L (nitric acid and alcohol: nital) T F
7L, NSFEAREE (Optical Microscope: OM) THIZR L7-. KB I 7 v Wi 2 fEss
THBEE, R BT TA A WE A A A ) Bl L, AEAE T BN
(Scanning Electron Microscope: SEM) THIZE L7, Ju M ICIT R FE i o oo A 2 &
(Carbon/Sulfur analyzer: CS) 3 X WEF#R~A 7 77 F 7 A ¥ — (Electron Probe Micro
Analyzer: EPMA) # Wz, BbhcfiRaika L, JMORMELZIH LI L.
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222 MRBILOEZE
2.2.2.1 —WEERE RO BARRI L ORI A

—RBERE (PS) SR BEREIRRE & fEiR T D 728, [EMEARTE DBRIC /S F & e
T EMOEREEN R, BUHEEESRBAORED D R B iE % SEM
THIZE L.

Fig. 2.2-5 {2 PS B#[#] 20 min (236 1F %, #JE F K OVBERS L Bl 00 — R BERG (A 2
I BB LT KR T &8, FEEE (ops))Y 6.8 Mg/m?, 7.2 Mg/m?,
7.4 Mg/m?, PSR % 800°C, 900°C, 1000°C, 1120°C & L= & &, BEEICHGRA
< BEASIRE 1000°CLL ETRIA NI /> TWDH Z ERNbnD.

Fig. 2.2-6 |ZEBMARD R G W o Beri kB2 R BIRX 2 "7, K(a)?® Fig.
2.2-5127r L7z SEM 12 @ PS i JE 800°C 35 & U 900°C C -8 72 [E A il i 23 % D &
FHES TWVDHIREET, FIEIZE Y K(D), (c)DRAE~ L ET = & TR DI AL
S, SEMBTHBIZEIND LOITRDEBEZOND. 1o T, ZHITRIESY T

Compact Temperature ['C]

pressure 800 900 1000 1120
(Density)

980 MPa | [
(7.4 Mg/m®) | &

620 MPa
(7.2 Mg/m®)

370 MPa
(6.8 Mg/m®)

Fig. 2.2-5 SEM images of side surfaces of PS specimens (PS time: 20 min).
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BRAICEBE SN TV D TEMSARRBOREICTITRRAH Y, BEORENL T
ATHRZD] EWOHIIEIELZEZMF T 20D THD. T7obb, BEMIAREOIL
BRI/ E TWDNE S g, il CORRZ MR IO A ) 65
TELHZEDDOND.

Fig. 2.2-7(a)(b)|Z — R BERE R D L& B2 3% ) A 4 — ViR T v Fr 7 L, [
il 2 858 L7z OM 448 XL OV SEM #4753, [X(a) C H A D LB K & WO Sk I3
BINTWVWL7 =274 FT, ARLIRADERMEES N—T7 A4 FTHD. TRDBK
O)TRRICASBEHTRI DTN A XA N THD. Lo T, —RFEFERD A
BAERRIL 7 =74 FBLUN—F 4 DR END Z DD 5.

Fig. 2.2-8 {2, PSIRJE Z & @ pps = 7.4 Mg/m>® — UK BE Ak A K 17 1L 355 0D 4 i L Ak 78 2%
ERETRT. KMED, —REMIEENR < 2o TR ETR IO, 7274 MA
YR, N—=T A FIREA)PEZ TN T ENbrDd. ZOJMIE, BENE

Flat surface - Groove -
(a) As compacted surface. (b) Edge smoothing by heat. (c) Boundaries formation.

Fig. 2.2-6 Schematic of particle boundaries formation by sintering.

LEI 7.0k

(2) OM image. | (b) SEM image.

Fig. 2.2-7 OM and SEM images of core area of PS specimen (pps: 7.4 Mg/m?, PS
conditions: 1075°C, 20 min).
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(d) PS temperture :1050°C

(e) PS temperature - 1075°C

(b) PS temperature : 1000°C

(c)PS temperature : 1025°C (f) PS temperature : 1100°C

Fig. 2.2-8 OM images of core areas (pps 7.4 Mg/m?, PS time: 20 min).

2o THRRTH .

AR 0 4 @A Ak D He =R 2 $5E b3 % 728, Fig. 2.2-9 (2 EPMA 2 X % — R BERS (A7
L ES D Fe, Mo, C WM RZ7RT. MHITHEZ R THEIZITIO~DD No. &
DF 7. KEY, PSIEHEN ENRDIZONTH Y =7 A4 ML ToH 5 DFe(Hk ) D H
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( PS temp. : 975°C 1000°C (c) PS temp 1025 C

(d) PS temp. : 1050°C  (e) PS temp. : 1075°C  (f) PS temp. : 1100°C

Analysis conditions: Accelerating voltage: 15 kV, Irradiation current: 0.2 pA,
Beam size: 1 um, Sampling time: 25 ms, Resolution: 256 x 256.

Fig. 2.2-9 Element mapping images of core areas (pps:7.4 Mg/m?®, PS time: 20 min).

WA U, Fe B D JEDIZOCHRE), @Mo(FR ), @C+Fe(fif 1), ®C+Mo(ZK ),
@®Fe+Mo(# 1), DC+Fe+Mo(H B)DFEIKN A L TW\WADH Z L bbb, Fig 2.2-9
225, PSRRI T A EMBOmBEELB N L7 b D% Fig. 2.2-10 IZ7RF. 2
T, CBEXUOMoIFEHEL TWVDLDT, G2 100%I272 570, KLV, PSIRE
D ENBDIT23 Mo 5% DMFR(@+@+@+@D)23 B8 L, @Fe 2384 L TW\Wb Z &R
D%, Ko 7T, Fe likmd Mo LB LGS HIML TWD EE 260
5. Flz, EPMAIC LY, BYE 7 77 74 FORITHO) % B T & 7223,
[ RFICIEHCIRBE D B L & Cldnt 72 - 72, @Fe O HIFE O I1L, Fig. 2.2-8 IZ/R
L7 =74 MR LRI CHm EVWR 5.

(Y

£oT, PSHM—EDHA, PSIRENGEG R DT EXAILEDILHBES, )&
WX 7 = F 4 R L, N—=F4 EBHINL, Mo O&&fbbiEte/d, FHf
SREE SN U BAPEZIZRE N A L T & PSS, E£72, Fig 2.2-9 TR 5
N7=@Mo DEF L TW D EN(FRf)% SEM TIL KB4 5 &, Fig. 2.2-11 |23 F
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BRLERO BRI T R b BRI OFEE Mo KL -3 MR TE 5. K- TC, EHM
R —IRBEFRESRMETIX Fe D Mo DEIEN LEN TV ARWEEZLND.

60
S
< 40
L
<
IS
£
2 20 ~=-(2: Fe [%]
L —6— @®®®: Mo particle and Mo compounds [%]

—A— O@G®: Carbon and C compounds [%]
0 1 1 1
950 1000 1050 1100

PS Temperature, T / °C

Fig. 2.2-10 Element areas of Fe, Mo and C obtained from mapping images shown in
Fig. 2.2-9.

o R R )

/ N

: . ‘*
> 1

Mo
(White grains)

Fig. 2.2-11 SEM image of segregated Mo in Fe matrix (pps: 7.4Mg/m?, PS conditions:
1050°C, 20 min).
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2.2.2.2 —IRBPERS R OTE = ZFAfh

Table 2.2-3 {Z pps= 7.4 Mg/m>, PS W] 20 min O —REERE (RO RE E BT L
Wri OE O S JERREZRT. I, v 7 eI Thorue v/ U o /UiES
(HRA) &, R =72 7 viflikZ2 R CaHMii TE 2 ~A 7 n &y A=A SHV)Z £
NZHR L, JRFEOERAIL 3 mOEIE T, SIS m~7 ROEHEE LTS,
A2 | TAF T S DM E THERS O RS 2 HIWr T2 OIXREETH 5728, AL TIE
KALDOEEL Z 2 b2 BRI IRVMEZ BRI LT, i SSEREOREE K S 7.
ROMEREND, 7274 FRBLOVI—=T 4 FREBERROME S HV)IL, KK
FHFRECTLZE L TCNDHZ ENbnd. i, PSIREN ERDHIZoh, C AT 72
DHRRLTWD Z Ebbnd. Ziux, BE EFIC X0 FEENOBEFIEER L O
kORI ENE X, SAMEAIORRZIZT TR, 77774 FETHHE LT
EEZLND. Thhph, BAERER T EEMNEE ORI LN OBEFRE &
77774 MO CPFEEULBKRT D Enbrotz. BIZ, PSIREN ENLHIZD
AU, DEEES HRA S EH-T 52 &R 005. Ziud, S ZWREMIT 2 O &
L0 LR OEITTH Y, MERRIFINEE~D C OILBA XM TH S Z L 2Bk
H. RO, DEEES HRA 28 10S0CTRIFIL CWA Z & bbnd. ZiuE, 1050°C
PD—WRBERHRE L LTHOTHDLZLEERLTND. Ko T, KULOEEERINL
HRA SEHMECOMRI L & Lciha, DR £ CRER 23T D 12 S IRBR B2 7 —
WBERE ST, 1050°C, 20 min TH D Z L b o7,

Table 2.2-3 Hardness and carbon quantitative values of core areas (pps: 7.4 Mg/m?).

. HV 0.2 kgf
PS conditions C [mass%] HRA 60 kgf Pearlite g Ferrite
975°C, 20 min 0.31 44.4 201 130
1000°C, 20 min 0.30 45.0 198 128
1025°C, 20 min 0.30 46.0 199 123
1050°C, 20 min 0.29 47.3 197 129
1075°C, 20 min 0.28 47.6 197 123
1100°C, 20 min 0.28 47.4 205 134
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22.2.3 Mo FRERILHE SN BT DI

Table 2.2-4 |2 R > @ G. F. Hittig {2 X % % >~ AR D% Rm 3. ZHUTBERE A%
DEPE 2458 o (FIRE[K] /7 ARKDOFH TRTHDOTH LS. KD 0.37~0.53 T
RIMNTLE LA FHLBARIEE)IC L 28T Fe il FOBEB ZAE T TWNWDH T &, 048~
0.80 TIIHTHE AL AERIZ LV fd R Z 28 TH D Z L2305 . AWFFEDIR
FEREIR 900~1100°C I, #l Fe #3 D54 0.65~0.76 IZFH4 T2 DT, fifkELTW\5
gL EZ b5, £z, RENMEZ DIFERSIITNY, Z o~ A55ITFE IS
T 50T, B 2 B 0BRSSO 5 A, e TREKIOM RN EE 2 & RIS,

Fig. 2.2-12 \ZARWFIEOFHA R Gk 23072 D Fe-Mo R _JuikiER 219% 7 ~9". XD
FEGEE 900~1100°CICE H T 5 &, fli#kH D Mo 28 0 225 5% % THIZ D22k, ftidh
Xy > y+o—>a tWo72k 918, aFeNERLEARS>TW ZENbND. KIS
TITMERAS— 2 DI I A D723, BERG TP OMER NERIX y-Fe SEIKIC & 5 23,
R A HEARERIZ Mo X° C BMEEF L TV AL b AR T D MR R TH L. 77D B
PIfE L LT Mo RN 1L 1 mass%, fRBISINEIT 0.35 mass% TH D03, RPTHIIZIEE
I KU ENTEOEINIEENRL - & LT Fe B FMEAEICHFIET S, ZOEN%
ARLTWDDN, Fig. 2.2-11 IZR Lo —REBERE IR OWri SEM & & 2 5. Fe RDHL
BIREIZ OV TIIB R T 58, a-Fe>y-Fe ThD. Lo T, FEHMNICIL y-Fe 7217 T

Table 2.2-4 Tammann’s factor, a (o= Temperature [K] / Melting point [K]).

Step No. | Range of a Phenomena

1 0-0.23 | Adhesion of each powders. Not shrink.

2 0.23 - 0.36 | Surface diffusion by the activation of powder surfaces.
Crystal growths by the movement of grain boundaries.

3 0.33-0.45 O
Stabilization of powder surfaces.

4 0.37 - 0.53 | Atoms transfer at all area by the volume diffusion.

5 0.48 - 0.80 | Crystal growths by the new creation of crystal cores.

6 0.80 - 1.00 | Grains coarsening. Preparation processes before the melting.
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Fig. 2.2-12 Local equilibrium phase diagram of Fe-Mo >!% .

72, b BHOIEROE o-Fe HAHI X OVE# 7 o-Fe+y-Fe IATHN—EIFEL,
Mo (2 X D BERS OIRERIRF S L 5.

Fig. 2.2-12 (ZHigk E Mo D LR THDH DT, ZIUIRBN A TeGE DOEL % fik
L7z, Fig. 2.2-13 \ZEJ)FEHE Y 7 R U =7 Thermo-Calc 2017a (7 — & ~X— R4,
SSOL6: SGTE Alloy Solutions Database v6.0)% FUMERL L 7=, 1R 900~1300°CH &
N 0~0.35 mass% C (28T % Fe-C RIRAEMZRT. 22T, £MiT Mo #%&1E (1
mass%, 2 mass%, 3 mass%, 4 mass%) (Z[EHE L7=. Fig. 2.2-13 (a)2>5, 900~950°C DK
IR &R 2 7281, o-Fe HAHIS L O y-Fe+a-Fe IR AFE O s L HUR NN FAE L,
B EZ950°CLL ETHAZ 0.35 mass%C LA T OFES T B kI LIZIX y-Fe TH D Z &
WD, F72, Fig. 2.2-13 (b), (c), (d)E Y Mo DIRMEAEHLL TV Z & T, a-Fe
HiFHE L a-Fet+y-Fe IR GO mEILHIN HIZILR SN D Z &b nsd. Lo T,
0.35 mass% C, 1 mass% Mo S8 LA & LTHE XD &, 1000~1100°C DFERT DYy
BVEFEARMNZ y-Fe TH DD, ZORER T Fig. 2.2-13 ()DL D12, BENHMHEL T
UNRUN 0.02 mass% C LA 3772 0 HRIERIRAE T, 2228 Mo R+ 231785 L TR ATHIIC
Mo 7% 4 mass% LA EAFTET 25 8RR 7 OFEfS TlX, ®mEEH T 5 o-Fe BAHE 5D,

VLB B, W AR FARTE DY Mo SR ILHE 2B 1T 2 SO F— L WR 5.
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1300 1300

BCC: o-Fe BCC: a-Fe
FCC: y-Fe FCC: y-Fe
Mo6C: (Fe-Mo)sC
1200 1200
g, £,
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é 1100 FCC é 1100 FCC
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BCC+FCC /M o
900 900 . . ; _ FCc+Me6
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A mass% C A mass% C
(a) Fe-C diagram at 1.0 mass%Mo. (b) Fe-C diagram at 2.0 mass%Mo.
1300 1300
BCC: a-Fe BCC: a-Fe
FCC: y-Fe FCC: y-Fe
M6C: (Fe-Mo)sC M6C: (Fe-Mo)sC
1200 1200 FCC
15} 5}
& &
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£ 1100 = 1100
53 54
o o
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o o
& &=
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BCCHFCCHM6C
900 - ' : : : : 900 : : : : 1
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(c) Fe-C diagram at 3.0 mass%Mo. (d) Fe-C diagram at 4.0 mass%Mo.

Fig. 2.2-13 Equilibrium phase diagrams of Fe-C-Mo by Thermo-Calc.

-40-



TT PRI R AT, KLSAR, SFEIEB (A IEBO O ENA T, Rmmyiiks &
ORL S EHUTBERE O TR T 9 5 21729720, Z o~ ARBDE 2 T7 & O,
PO ERTEIL E oD . Ko T, BUELERECHEM AR ME(ET R ES L O
SRS D BERS OEAT TR D BRLF ORG1E, HKIBARbEEL TS &
BAD . AR E T D —REER KM TIX, A A UL FRGR IO
K[ALDOE RIS L OTHIR, KN OB FLOINZALNT E TEH RN, Fe bl 4%
kiR T OICHE DI T L 72D, Z ORI, RE, B X O

1373K 1273K  1173K

'09 T T 1 T

10 ! @l‘*\. N | |
0(6 0.7: - 0.8 09 1
5 | 5 . Cino-Fe(a)

10-10 _ i \iy\

-11
10 \Ci in y-Fe(a)
10'12 B

Source

-13 | Mo in y-Fe(b) | (a): Literature 2.15)

Volume diffusion coefficient, Dv/ m2s

10 ® | | (b): Lulteraturezle)
@ i
1323K
I@
1016 1©
) ! a-Fe(a)
! Fe |hy Fe(a) A, pointof
| | ! " 0.35Wt%C
1017 -« —

Main range in this study.
(1000 /T) /K2

Fig. 2.2-14 Volume diffusion coefficients in Fe.
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LEORRAREIEET S EEZLND. 22T, X200 05 LEZAED
JEBARE(Dvo) ks L ONEMEAL = R V¥ —fH(Qv)E b & 12, Fig. 2.2-14 |Z Fe, C, Mo
2D T OARYEE AR E(Dy= Dvo exp(-Ov / RT)) % 73" ABFIED IR LK 900~1100°C
TlX, o-Fe & y-Fe BRIFFIZHFET D2 L0d, HOBEHROODOD X 5 IZHEMRZ
A48 L, [RHEEE 1000°C(1000/T = 0.7855) TH 5 &, @a-Fe H O H L Liffti L v &,
®y-Fe 1 B IEBAREITHA 1/100 TILHNEWZ E XD, £z, Fe FOHE
BUTHEWIIEIZ C, Mo, Fe TH Y, #lZ a-Fe "B LI W y-Fe 1 &EHHTH-TH C
(3R TEDEICHEHT 2 2 & 30025, BB O Fe-Mo SRIRREX & fFETHE X D &,

O Mo EILHEE T a-Fe D C #EH#(~0.02%)

@ v 7 BTN DA C ASRLIE L O G 22 5 il 25 T y-Fe H AR

@ Mo AL T a-Fe 10 Mo #i#%k, a-Fe tk D4k Kk

@ o-Fe O HCILH (B#EexR Y 7 lR)

® C MNEW LT y-Fe 1D Mo JLH#k

® y-Fe FOHCHEHL (C,Mo 72 L TOEEW X v 7 i)
DNA TR THNALE N ETL, ZOFODEOIT LY Xy 7R L, BTN~
EMoBLOCHILET 52 & TCREMBONN—7 4 MDD EBZ X OND.

Fig. 2.2-15 IZHE#H DX &2 7k L, 1000°C TORIESRE D) E L L. KT
OODIXFMIE TR & 52, TOMITENENEZLGHTRETVWDLEE X 5.

FT72bbh, Mo R IEHA 4K T, CBFEMEYT Mo NE < FET D Fe ki
TR T o-Fe & 725 DT, @ifi7e o-Fe H OB CRERM A RE S5 Z LN E
HWThHDH. I2I2L, —RBERFE AR TIRINITHE(C, Mo)DILH A+ 7256, &7
TERRE LT iRINoc R OB m G % I XL OBV B R © 7R L, AHLARAY K Fa
EIRDAREMED NS D DT, YLD ME A7 —IRBEM KM OBRIRITEETH 5.
EoT, ZORRTEE, #IBIOEBEMER &0 08078 —REER Sk &
ETHIEIETERY. ZHIZDWTIE, KE QTR I L O E OB FF
PEOPFERM P LT TR T 22 L LT 5.
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v = 7.21 X100 [m?/s]
(D C diffusion in a-Fe.

Dy = 4.18 X 104 [m?/s]
@ Mo diffusion in a-Fe.

Dy = 5.19 X 106 [m?/s]

® Mo diffusion in y-Fe(solid-soluted C).

1
1
4

~N LS
—, L
Y e Y
— V. T—
N

v=1.94x 10" [m¥s]
@ C diffusion in y-Fe.

Neck growth

o -Fe «-a-Fe
BV

D, = 1.40 X 10 [m?/s]
@ Self-diffusion in a-Fe.

Neck growth

“ns
RN
A
R
’Y_ -
Y e Y
“ns
RS
“ns
LS

Dy = 1.09 X 10% [m?/s]
® Self-diffusion in y-Fe.

Fig. 2.2-15 Schematic images of diffusion mechanism and diffusion

elements (Fe, Mo, C).
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2.3 SRMBRICI J1T T HEBRE S OB
23.1 HEEM I T OVERTTE

Fig. 2.3-1 ([ZHET L ABEIT K 2 —RBERE IR D lfEE TR Z R 3. i3RI
Fig. 2.2-3 OJEMARBIEICHAEI L TE Y, BB TIEX A %2 3L 2 TV SR 2 i CrE
ERELTEAMLATHD. ZoKT, EAXVTFHmDOELSZOCREITEZ 2mm 7
O/ L, —WRBERE BT Ok (i) OAMEIZ 1 mm EOMRA A % G
L& L7z, Wi (Cold Forging : CF)IX, EXEf B % 400~1300 kN, A faffEHE 1s
ELTT27. ZhIC KD, AR OEEM O 7.874 Mg/m® % 100% & L7286 D
BT TR 99% (=57.82 Mg/m®) £ TEEBEL LT,

Fig. 2.3-2 [Zmfi#k&E % OB A TR 2 09 5. Z OB F O W-14)8 B L ONHE
HIER, WS L -BRICEEm» S EICHIRELERAEZEREL, £ OFRKME %2 #8300
DAY —fKTH RS2, £70, AIEABIOTHADO ANV IIREL, WY R E
L.

M RE S L OB EE (L 2T 5700, MRk LA Pz uk L, =
DOWr 6T U CTHEBRIFEE (#240 35 O #800 = A U —if, FifR2% 9 um B L U3 um D

\Ug

Upper punch

Sintered specimen

QM
|
9

ie

Rigid bar
Lower punch

(a) Start. (b) Compress. (c) Knock out.

Fig. 2.3-1 Schematic of cold-forging.
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ZAXYEY FESLON0.1 um 7L X TR THEE) 2170, K2 T XV AT T
Bl Lo, SRR 2.2 SR, MHEmEICXIL 3% A ¥ —Lr Ty F 7L, K
TR (OM) THIZE L7z B O/ HEIL ) FAB L OF A Y7 — P THIE
L, /NEGREE ArE CRtgk Uiz, R OB IL, KiRIE (TAX AT RIE) C
B  AR OB A JIE L.

Fig. 2.3-2 An example of sintered and cold-forged specimen.
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232 MRBILOEZE
2.3.2.1 WFEERDIZIR

1 M8 IE (CF) 2 DB DML K OTIRZ (L oA % Fig. 2.3-3 1277, H(a)
(s L7=#kBR F i, PS & LT 1000°C, 60 min, pps= 7.4 Mg/m?, CFfifEE & LT
@ 400 kN 725 100 kN 3% (2@1200 kN £ TEfi L7=b D TH 5. CF ROKEIIK
1%, X (b)D & B0 FEWRGER) AWML R TWE 2D, BFEHFmAIHE)» S A
TR E 2o T D, T, BBIEEEHIS, & Ml & SRR & O LUV
HORAREDO L Z T WA R S EHREI L, REIKY ER357-08%
A6, 725, Fig 2.3-3 DL ) RIGIREDSGE, KFIT MO8 RO B
WENISR E RN EE X BND. T OERREI%IET 2 FEM ST CHRER L TH Y,
TAIRZEA b3 & OV FE AR 2 P B3 2 BERG IR D I #E 2 B3 5 FEM iftfr A1
ONTIHHESETHERRLELD LT 5.

(Side view) (Front view)

1200 kN

Cold forgmg

—

(a) Bird’s-eye view. (b) Schematic image.

Fig. 2.3-3 Appearance and shape of cold-forged specimens.
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2.3.2.2 IVEZEIZRES K O FE 2 b
(1) Wik & Eiids X ORI omE S 24

Fig. 2.3-4 |2, —RBEREIA % 177 B 400~1300 kN T (CF) L 72 ikBr iy o th e %
Gir L, 7YX AT TR LB 2 "3, Mo, #EmEAETIELS,
BRI S B E TO® S (h)MEL, REE S (he)D3 s < 22 BB 0n5. =
NHIZHONT, A YLT =V HNT hy BEO by OREEITV, & PS G TR
B L7=H D% Fig. 2.3-5 1277,

X(a)2> 5, he (2% LTO he D—RBEFEIRE IR, ZIERCHRECH S &
DG, Febb, PSEHH 20 min D%E, BT LUH LICK 2 REOBHEET T
—RBEREIREEIIKAE LW 2 & 3D,

2 (b)7> 5, PS B 60 min DIBA, 20 min £V hy 21K 2O e i< §75 2 L8]
RETHDZ LMD, Ko7, [ UHER ETHIUE, PS FFH] 60 min 777 20 min
KV EIZETARET, BUEERRICEN TN Z DRSNS, PS KHICE 58
PEZETERE DM DWW TIE, REORAE S & G % 8 I X0 372t 217

7.

2 mm 2mm 2mm 2 mm
(a) CF load:400 kN (b) CF load:700 kN (c) CF load:1000 kN (d) CF load:1300 kN

Fig. 2.3-4 Images of cross sections of cold-forged specimens (pps: 7.4 Mg/m?, PS
conditions: 1050°C, 20 min).
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= Pps - 7.4 Mg/m3
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2 g5 | ©PS1025°C-20min
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(a) PS time: 20 min, PS temperature: 975-1075C.
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% atPS tfime of OOoQ%o 20 min ' ‘
= 3.00 [ 60min h,
5 Py
— 200 | 2PS1000°C-20min 8%,
= & PS1075°C-20min S
£ 100 F o Ps1000°C-60min 0%
o L_°PS1075°C;60min , |
9.5 10.0 10.5 11.0 115

Height of upper surface, h,/ mm

(b) PS time: 20 min and 60 min, PS temperature: 1000°C and 1075°C.

Fig. 2.3-5 Heights of both flash and upper surface of cold-forged specimens (pps: 7.4 Mg/m>).
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(2) RS & ERER T

Fig. 2.3-6 |2 — R BEREIRPS FEM 20 min) D %4 HEEGE T4 O X5 FE (per) & AR S (he)
DEIRERT. 50X 6 SUFHETH D, KD, KRR IR (ops)l2 3V CT—
WREAE IR I RS, @B ELIZ SN CTRAO & ST ER -3 2 Em
BOBHIND. Fi2, pes 7.4 Mg/m’ T, per ¥ 7.8 Mg/m> 127 Ui HEIL, pps 23 6.8

Mg/m? 3 KTV 7.2 Mg/m? TlX, perld 7.8 Mgm3 IZEE L2V Z bbb, £/, FL
pcr Ch, —IREEAREREEMEVNE ETRIZETEL RDBEANH 5. pps= 6.8 Mg/m®,

PS 51 975°C, 20 min THRAE S he=2.5mm OHE, perld 7.78 Mg/m® & THE N

3.0

Op,s: 6.8, PS975°C-20 min Crack

©p,: 6.8, PS1025°C-20 min &

[ ®p_ 6.8, PS1075°C-20 min (02»

. o _ ; ce
e I:lpps. 7.2, PS975°C-20 min %&A
E 20 8p,; 7.2, PS1025°C-20 min . 8""!, +Y
= W) - 7.2, PS1075°C-20 min e oY
P PS C. E‘ Y
3 Ap 7.4, PS975°C-20 min L -
e L ps il \cA
Y . 0, H o <l A'
S Ap :7.4,PS1025°C-20 min o R
b P 00 A
= Ap :7.4,PS1075°C-20 min .0 g0 DA
> PS R A
T 1.0 . 6’0 E.,.-l Q A
........... ~mB Ap
O .. Lo A
© ° -
[ 50s6.8Mg/m3., . “ e
pPsO- e 193
Pt 2Mgim’ & - :
Ppsl-AMg/m
0 1 1 1 1 1
7.3 7.4 7.5 7.6 7.7 7.8 7.9

Average density, pce/ Mg m3

Fig. 2.3-6 Relationship of height of flash (4r) and average density (pcr) about pps 6.8 - 7.4

Mg/m? specimens.
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Fig. 2.3-7 Example image of flash cracking of cold-forged specimen (pps 6.8 Mg/m?,
PS conditions: 975°C, 20 min, CF load of 1200 kN).

] B L7228, Fig. 2.3-7 13T L 9 ISR A b RANBREE L. Lo T, Fig. 2.2-12
7 Fe-Mo SRIRAER Tk 7= il CD a-Fe H CHLHA B TBER Th o Th, —KEERS
& UTIREE I, $BIC 12 mm AR L OWHEEN S 5 Z & BNbhnsd
FDT, AW OFIPH THN R — IREAS IR X 7.4 Mg/m® & L 7=,

Fig. 2.3-8 |Z pps= 7.4 Mg/m?, PS F§[#7% 20 min 3 X 08 60 min T, PS IEE 2 1000°C
BLON0I5COLGED per & he DERZ RS, IV, @8 E s X O R R
IZ PS IR DARAFMEIT D 70 < AT RED M EIZIX PS Rl 2 K< & D 2 E 3
ThoHEbonsd. PS IRE FAIFRFEALELHEO L CIRBAREL, —REERIEFG
RO R—F A NEIGZ I 2R 5 50, AMFFEOIZEIMITIRRBZMMIZH T2 D
TIREEICR E R EIT R, K DI K 2878 22D RSN TS K 91T, PS FKfH
FHEROT L UE, BEREOMEIT & SR EERIRIL L, NEUIR 2R E T DA
HHOT, EEB IO ZR LS5, LoT, BEfMIE, TSR oS
K D3EMER B2 KD, BHERESAMETLSEEZEZ6NDS.
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6.0
£ APS1000°C-20min
E 50 | aPS1075°C-20min © o
< 4, | ©Ps1000°C-60min
< ' ® PS1075°C-60min o
< [ J
= 30 |
G ®;A
= 20 e
E @Q.a.u
L 10 | o OeARET X
N 0 1 1 1
7.5 7.6 7.7 7.8 7.9

Density, pce/ Mg m

Fig. 2.3-8 Relationship of height of flash (/f) and average density (pcr) about pps 7.4 Mg/m?
specimens.
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(3) BT & SR A

Fig. 2.3-9 |Z#EEW B (For) & per DREfRZ R, K(a)h 6, {KATE400 kN)D> B i)
(1300 kN)E T pps=7.4 Mg/m® O G5 FEALFFHEDRBNL TS Z Enbnbd. £, &
TD prs BB L P—IRBEFESAFITIN T, For 2 1200 kN T per ME8FI LTV 5. A D
(XD 20 G, AR OBERE IS DG, $RIE AT O R R BE 0D iS5 A3 B
EZOEWVHERE I D Z L3> T A AR D% 5 H LU TR
e HERTH LN, REOEHRBAESNT. £72, KD pps = 7.4 Mg/m> T, PS
M 1000°C, 60 min & & PS S 1075°C, 60 min D523, XV @EE(LTE 5 2 &
WO, WEXFRREOEEEIEL A L TNDHZ &b Fig. 2.3-8 TRENTND.

£ o T, PSE&M 1075C, 60 min O X 5 22 EIABERS IZ K D /3—F A R SRARMROHIN
1%, Table2.2-31Z/R L7 &0, @BEMMEE L TImEEL (200 HV)EBAZANEINT D8
FZHDICH 05T, BHERRESEEEMICARD TH L Ehbhrol. £D
7o, AR BERSH O Bk & LT, MR REOMRICIE, RIELE TS 52 <
EIEREDENT = 74 FRMAMKA20 HV A EBIEIZERT 2 L L0 b, Bz et s
N—=TF A MEZEDLZENHEETHDL EVZD.

VL EDS, pep 25 7.8 Mg/m® LA B D S8 FE AL & BN 72 BT RE O W NLIZIE, ORI
B prs)Zm <, OPS KA &<, @OPSIREZESTHI LNIRITHD. T2
bbb, pps=7.4 Mg/m®, PS & 1075°C, 60 min IZHIEMEDO—o LWz 5. 2721,
[ U pcr=7.8 Mg/m® Z32E19- 25 D2, PS K] 20 min 13D 72 WAV T & T #, PS
I 60 min TIZR V< OMMERTELAMLEL WD B H TE 2. Fifid Table 2.2-3
T, DEBHLRRE T C AR LRE LT & 215 D ORI BR L E e — IR BERE S 1R 1,
1050°C, 20 min THHZ L EHIL NI L. Ko T, =7 %y =g TEETHN
(X, PS K] 20 min IZEALMEN B D720, ABFZETILA| &t E PS KFf#] 20 min #4 & 7
TEEDT.
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. gg el ° &
! O 9 A
E 77 | 4
(=) A
E B 3 _
L 16 O E A pes 6.8, PS975°C-20 min
S g © A p s 6.8, PS1025°C-20 min
> 75 | 9 g A pos: 6.8, PS1075°C-20 min
7 pes: 7.2, PS975°C-20 min
S ., | prs: 7.2, PS1025°C-20 min
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Cold forging Load , F-/ kN
(a) PS time: 20 min.
7.9
® 78 t Y- 2 B8
E W= @ 8 ~
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m A
2
£ e
c a
[<B] 3
0 76 | A =
S Op_ . 7.4, PS1000°C-60 min
P, 7.4, PS1075°C-60 min
7'5 1 1 1 1 1
200 400 600 800 1000 1200 1400

Cold forging load, Fr / KN
(b) PS time: 60 min.

Fig. 2.3-9 Relationship between average densities (pcr) and cold forging loads (Fcr).
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2.3.2.3 nHIHEE AR 00 4B J AE AR S E A
Fig. 2.3-10 |Z—RBERGIRICHTE 22 2 TG Uz ot () oo 2R e kb
1 O & B AR AR R A~ 9. W — R BERS RIS pps = 7.4 Mg/m®, PS 5514 1050°C,

"CF load- 600 kN " CFload: 1100 kN

50pm
Fig. 2.3-10 Cross section microstructures of surface layers of cold-forged specimens (pps:
7.4 Mg/m?®, PS conditions: 1050°C, 20 min).
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20 min “C, Fig. 2.2-5 O i SEM 1435 X Of Table 2.2-3 DL FE S FHl TR L7z &80,
BB O R EIE X ODENITLE SRR R EA TS D TH D, KD,
CF i #3900 kN £ TiX, REXED 7 = 74 MHAM)B LU N—F 4 FNEBHR)DLRH 5
FRERIEIRZ R > TV D DXL, 1000 kN LI EIZ72% &, REBHDO 7 =T A R
HIZERL T 2 bbb, T, HECTETRBROBERRAE T EL,
FRUAES HFIICIERER L TN ZEZ2R LTS, ZLT, EMARE LTEE
FEALRRSUCET D &, R & FRRIC R O KRB BMRE 236 £ 2 07238 CF fif B
1000kN TH 0, [RREEE TOmEEIZIT LY BWiEE T 725 Fig. 2.3-9 (a)
TEENEFI L72 1200 kN B FE LB 2 Hivd.

Fig. 2.3-11 3 X W' Fig. 2.3-12 12, CF fifH 400 kN 5 £ T 1200 kN DA DN T,
HBaE % OFRER W 2 3 1T A 8RaE m (L) bR £ TOeBMME R
7. Fig. 2.3-11 706, RO MAEROBEVETRE) X 400 kKN TIZMENTH 523, Fig.
2.3-12 @ 1200 kN TIX KRBT AR Z > TWD Z &R bnb. £7-, Fig
23-12 5 BIZR LT AE A2 IRR Lc SEM 8226, BHRES TR ER b
T, BEEICEWVIREETH S Z Enbns. ULEX Y, PS IREIZER: < RAEE
(T D DIZA R e CF WEIL 1200kN TH D Z EBNHL N E o7,

Fig. 2.3-11 Microstructure of corner of cold-forged specimen at CF load of 400 kN.
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SEM image of corner.

X400 WD 15.1mm 10um

Fig. 2.3-12 Microstructure of corner of cold-forged specimen at CF load of 1200 kN.
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24 fEE

BN BERS D G 2 R L 5 2 AR 2R D T2, Mo REILHCE &8 D
FER RTAR A Bl C—WRBERS L, (RS 21T - 7o BBR T O % LRRRI: O 4 B AR,
BB LOEHEREZFAET 52 LICX D, & LREEHRZN S OREIC KT T
BIZOWTRHME L7, BoNlmREUTICELD 5.

2.4.1 —WRBERE IR

1) —WBERERFKR I OFE T BAMBBILE N, BEICBIRR < —RBERSIRE 1000°CLL E
TRBEOBEREN 37056, Rl ORESRIIUZIH > TEDER SIS Z &M 55
Lrpol.

2) —RBERIRE Z BT D & 7 =T 4 MR EAD L, =T 1 b RAR N
5. DR, SRS E LTz C <° Mo (3 Fe b H#filif CHkENTEH Y,
RRET D BERE R v 7 2R URIPNICIEE T 5 Z & CHERG 2Rt + 5.

3) Fe-Mo 5% _JoIREEKI X v, MyRELMEIZ C BFEEET Mo WL < [F1ET 5 Fe bi 1]
PEfR I C Mo 2MEEN T 5 & a-Fe L7210, y-Fe XV EiE7: a-Fe ®HCILHAE X T
BERS A AEMET 5. LavL, Fe Wi f-MBEEMEIIRREML L THoTH C NEE
556, Mo DFEBIZD DL TFALE y-Fe L7 57w, WH OBEREHE L 72 5.

4) BZERERETH o THREBM IR LiZ. 2k, —REERSIREN LR SIcoh,
JFEH N DB FIRF I L ORI O TTENH 2, BATEEAIORFELZT Tk
SWMZ 7774 MbEEINTD LHEHIESND. £ THLOEMES HRA 73 &
AL, BUREY BIRINTHE C OIS KRN TH D5 Z L2 E%RT 5.

2.4.2 RIS

1) /v FRLy vV E—EERBRA 2% LA THEEBET 2 L, KRNEIRI,
MEEWrE(EmR) TR S T ERY, BRFEHMAE)ND TR ERD. 2
M, VBT IS Z A i & B & OEEERE X OISO MBUIRIED BB A Z 1
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C< WD R HEIERE L, RNPEY LRS00 EFZEZ605.

2) —RBERSIARRE B & —IRBERERF RS —EDGE, —WRBERIRE RS, Wik
W L BB EFICHEY, TROR S ITHEREENIC LS 2HmRR0 6N 5.
— R BERE R JE MR E W RREIC L2 TRITZE K 25 R H 573, 6.8 Mg/m®
VLT OfREE FEBERS (% 7.8 Mg/m® DL EIC#BE L 72 856, RAEINOATREM DN E 5.

3) —RBERERBEENREIZEHMEEIC L 2RABELEL D, ZORRBEEIC
BT D DICHE43 70 x G EIL 1200 kKN TH Y, ZOHEEL 7.8 Mg/m’ UL L&
LT Enbnol.

4) —WEBEREIREE R L O EIEE R OBENFI L TH - Th, BEEFRERARE VT BR
LOERRILZRAEE L, BHEFREICEND. —KBERSME 1075°C, 60 min THEE

7.4 Mgm® OBERERIT, /S—F A FRIEBEROBEINIZ 230 b T, Wiz L5

I BRI & IR TR IR D 2 E R D E IR o T,
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FHIFE PERORIEEM B X OBGLEM OBRR R

3.1 5

B2 BETCIE, BERMIREREM OB, BER L OEEAREOMA LTV, &
RO ZEAL, B LIRS & Vo T RHEICIEBB SN RESBEE LTS 2
& AMERS Lz, REFFBS LU 61, BERH ~OIEE AT O mfif B RS T, <
FLM LA SNA TR B B UTetk, WS L TR E R ED LR TWn D
D AR DT, BERERITERE L D bE (L ST <, BER R 2 I ERE L2356
FINERTOBEDN G, BINEZ b EWEEICRD 2 L 2R LTS D, JIED
FERIE, EREMFROMRETFIE GRS EYTHD. LonL, 7T CRERE A RS
DHENGMEZRER ST D Z LT TERY. ko T, BIEORME & ARTEOMAEED
AL O T, AR TREFERFTHZ & & L.

BERG HRIE DAFFEIZ IV BT D —IRBERS S 1, IEEEDS 800~1300°C, FFfi] A% 20
~120 min 7¢ EZIGIZPED 3D -3 Fio, TR HBROTIERBEIC L - T, KB
MEESEHMH LN TS bbb+ — 7, MHEENVEOY A TV 7B LW
A =T E, BETFIENMENGIT O TNS 33D 2 b oW TIE, —REE
FE I TARIE(1000°C LA ) UL ER(1100°C ~ 1300°C) THEESE L T2 BA NS <, HhiE
BOBEEL LOWMEIZER LTWD. ZOBHE LT, BEMBETIE, M L&
HoOBZWEEEZER L, —REM TR OO TR E LT, Z0B%EH
EFDINTW2WnHD EHERISNS.

ABFFED BRIE, BERERTBEDZNENO TR TANREMEE R L, Bi&rIcr
PRERFIE, RIS 57 IR I - BB 2 JE8L 5 2 & Th 5. 2 mO R,
VAR ERE R L OB A, BATHIRICZ < A B2 BERLFM 2 20~40 min 2
FEIZHN 2 C, BERSIREE 2 1100~1300CIC i 5 2 & TR OILiE 2 i3 216k D
FHETIEAR <, —WBERE 2 RN 11000CLAN & L, —RBERE RSB 2 £ i
7.4 Mg/m® & LT, BRI 2 0B+ 7005 60min &5 2 &3, RKEEL
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T, DOENTCEEEEREA GO TOIZITEE THH Z LRI, £, KM
BRI HEDHZ L2 <, @& AL /e 2 BERS RFH 20 min O3 FREME &R S Tz,

Z 2T, RE TS —WREERIFH 2 FICm B b JOBMEATEREICEN7Z 60 min &,
BEEABLN=T 3y bz A I L7z 20 min ([SKEo T, BRI RFM:(h 1 0
B X OEERE) 204 U7z, BARAYIZIE, SR OB R RT3 — R BERS IR L,
BERG AR, miRER K OBV OB LA L, FiEOeRMR, BHEFER
L OB B AR EO ML & PR C, AR TR 2 e L.
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3.2 HTRERMICRIT T —REER & WS L OBV O ERE
3.2.1 M I L OFERTTE

#52 B LFBRIZ, Mo REBDIEBA M EMWT, 7u—7 4 U7X AHEIZ XS 370
~980 MPa JIE T D [ (Compacting), NNEMEE 975~1075°C T D — R BERE (Primary
Sintering: PS), fif E 400~1200 kN T D3 [##15E(Cold Forging: CF) %4 FEfii L7z, B A
1%, JIS Bk DAV, SHEDE 10mm > £ 55mm THE &K 10mm D/ v F72 L
Ty E—HERBR A L FRO b DO E W,

Fig. 3.2-1 |ZHERE R IEEOE(PS-CRW AT o T BB 7' e 7 7 A V& on . BUZRT
LBV, EUER I H AR IRV (Gas Carburizing: GC) & LC, 2R 5 900°C, 180
min, RX ¥ A+ U v FHAEH, H—ARET 2% /(CP)0.9 & L, 860CH5
100°Ci1sE A41(Oil Quench: O. Q.)F L MEFHEH T 180°C, 120 min DHELRE L (Tempering)
e L7z,

BT OHEBE L LT, 2w ERBRICRBI2EROBEEZ KRE (TAF AT A
%) THIE L7z, REoeREAaRE, SR OWrmmiox U THEMTE #240 1 L O
#3800 = A U —#k, 9um BL PR3 um ¥ A TEL REBLW0.1 pm 7L I F T HFE) %
1TV, JE B SE(Optical Microscope: OM)F L UVEZ AL 1 B8 (Scanning Electron
Microscope: SEM)IIZ L W BIZZ L7-. O REZRA L, BULHEM & U CHRENIC
IR A KB 5 PS B L OV CF OFNSM 2t L.

Tempering in N2

900°C 180°C, 120 min
860°C
Soaking | Carburizing Dis.persion Quenching
180 min | 30 min 100 min 80 min 5 min| 30 min
CP: 0.9%
0.Q.
100°C

Fig. 3.2-1 Heat profile of gas carburizing.
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Fig.3.2-2 12 3 AT R BR O 27, mMmERERIE, FEdBh 2Ky, 8
KFRFOBEICKTFICHE L, MES—RRAETRBE (SRR IEF R EHF-
EM100kN/1kNm) (2 & 0 #aydh P i 2 Amr U7z, sBRSEE, SORERE Smm, SO
[HIFEEE 40 mm, 2 0 Ao~y Rl 2 mm/min & U, —RBEREA, WSS, Rf& Bl
RLEERF I L CENE A L.

(a) Material tester (Shimadzu EHF-EM100kN/1kNm).

(b) Under testing. (c) After breaking.

Fig. 3.2-2 General views of 3-point bending test.
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322 fERBIOBLE
3.2.2.1 —IRBERAL D il F 50 L AR

Fig. 3.2-3 |Z pps=7.4 Mg/m® O —RBERER D 3 sl (F SR EERBRAE e A on 9. Bl ol
(o)l L, OT B 4% ETHEN I X 28 0, = M/I; (M :#HIFE— X2 |,
Iz : Wil —IRE— A2 MR L7e< 720, MixHEE L COEEMEN 72 72 b 319,
AHFIEOFRP T, OT A e=6hd/P(h: REEE, o: iF7=bA, [ ZAMEE
HE TR L7235, K 9%E e 2 03X a B & L, s ) & Bam =4
WTHR KRBT IS )& 315 L7z,

726, PSIREE BT 520, o bR EFT 525, PS K] 90min THi
I op 12 1100°CTRIFIT 2D Z & 3%, PS HEM 20 min Tl PS {438 < i 1 F 50
B 52T, 60 min 3 K TN 90 min TIXFREIC K E R AEITRNZ LD 5.
ZHUE, B2 BTl K 91T, PS B OB IR IERE DB LIZA R TH D,
60 min LL_ ETHAIUE, FFEEICKIETEET/ NS NI EEZR LTINS,

1200
g s 8 3
1100
2 - 8 og
& 1000 | & =| 5 o
£ B 8 g
2 900 | 8
-t A
17 8 o)
2 800 T 9 OPS Time: 20 min
§e) A ;
S 700 | OPS Time: 60 min
28] A PS Time: 90 min
600 1 1 1 1
950 1000 1050 1100 1150 1200

PS temperature, T/ °C

Fig. 3.2-3 Bending strength of PS specimens (pps: 7.4 Mg/m?).

-65-



3.2.2.2 "oTRIHEERS O il 1T 5 AR

Fig.3.2-4 12, pps=7.4Mg/m’> O —IRBEFREM 2 5 L7 & O O BIT IR E (ov) &2~ 7. X
RV, BHFENBEEEREOHIMCE D oo OEIMBEM 2D b D, Kl LU
B, EEEE R E O AL 5 @ AL L &N TR L O R 2 THFEAEA T 28
D, BRENENDZEEZRLTND 3439, Ko, B EOBIMC O R 23
RN EH T DARMIEORERIT— R Z Y TH DM, %ikd 5 Fig 3.3-11 (TR 7 il
WA DT ¥ L —EERERERI I T D, HEE T E OB O R A N ) %
AL, BHENOR TN & 25 RR TSR D, S, ML Lo
RN TV DB D I 7 v LUV OGO BN R 2 M iRE B TIEERH L
12< <, B Y v L E R CIIBE BN o0 SHET D, TR0 b, %
BAEAUIE TP CH DR, OTHEEORWERMEL 5 2 5 ¥ v /L v —EERER
TIXFEM O X ZESZ DR SN DB S 2720, BT OBLEE CIIMERH K HE 704
JEALRE OB 2GSRI T E, O Bl BE DIV F W 2 5 2 5 T 305 Tl
MAROFETRE N KFH) T 5720, Wl BEGImmTtEhntEZxond.

1400
© Opps : 7.4, PS975°C-20 min
gg 1300 Pes
= Apps : 7.4, PS1050°C-20 min .
& 1200 | ARA A& A
= AR
45) A A o O
S 1100 | A A 52080 o
= O
(7))
o 1000 | g 8
S O
S 900 |
(a)]
800 1 1 1 1 1
200 400 600 800 1000 1200

Cold forging load, Fr / KN

Fig. 3.2-4 Bending strength of sintered and cold-forged (PS-CF) specimens.

-66-



3.2.2.3 FofEELERRE o il 1 5 B KRV

Fig. 3.2-5 IZ pps=7.4Mg/m>, PS FFfi] 20 min T PS {RJE % & % 72355A @ PS-CF-GC #4
([ZOWT, SR (For) & BT TREZ (o) DBIR Z 7R, Wb, 42TO PS RfFIZB
T PSIREICBIfR7e < CF far 7S 800 kN Z# 2 D & o0 BWEEKT D2 ENDMND. Z
AU, ka3 5 Fig. 3.3-11 [Z/” 7 PS-CF #f D v v /L & —TEBAE O F5 K OVEEEN T
DFENDFRD BT HEERTE 800 kN UL BT, &BMEMKICHEAELZI 7 r L~ULoR
ENBGLERZ 5 SR TNDHEZ XD,

£z, H25 CFrEOHENNT b b B ELItEY, X5 &R0 5 bR
B LT EPDFED By, FRIZ PSR 1050~1075CIX k2 & L 7= L [eE %
ARLTWD. Ko, CF T & DR [l o H N A B BVL B (GC)IT & 5 Bk
AR URMRE L B2 S HERIT 5.

Fig. 3.2-6 |2, pps=6.8 Mg/m® I L T} 7.2 Mg/m® O —IRBEFEM 12 DU T, pps="7.4 Mg/m®
[FERIC CF B XUV GC BMLEEZ L, £ D oy i L7oHE R ZRT. M5, 900kN LA
EToDRBEPROHNDD, CFMEZEIZ LT EHE LT ETOBIIZL S
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o> 1200 Epps 1 7.4, PS1000°C-20 min
c
'-g Dpps : 7.4, PS1025°C-20 min
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Cold forging load, Fr / KN
Fig. 3.2-5 Bending strength of PS-CF-GC specimens (pps: 7.4 Mg/md).
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BREEEITE I pps= 7.4 Mgim® L 0 00722 E b nd. ZHUTH 2 TRLEZ LD
(2, VIR Td D pes BMEV & CF R ORAEF)FEE IR 720, ZTORE, Bl
I K DmERESRMMES 0D Z L AR LTV D.

Fig. 3.2-5 & Fig.3.2-6 Z{}ft&-C, #ifihia CF far 2> & BVLERL B L prt (= pce) IS
Az =5 B D op & pur DEEFR%E Fig. 3.2-7 (123, D, pps 3 L OV PS 1R IZ B4R
72, pur A3 7.70 Mg/m® & TIX @& EACITE Y oo 318 BT 523, pur 3B L # 7.70~
7.76 Mg/m® (1L - 97.8~985%) C o MEF LTV D b OREZ N Ebnd. Fiz, &
725 @B AL T op OB & — iR TX 5%, & PSIREIZI T D prr=7.8 Mg/m?
LLED oy bR ELETHDHZ ENDN5D.

Fig. 3.2-8 |Z pps = 7.4 Mg/m®, PS K] 60 min D5A D o, & CF ff EEDOBR 27~ 9.
X727, CF fifE 700~900 kN T op MK T L, SEIZ CF ffEH A 19 & M RIE 3 2
FRFRO HID. F7-, PSR 1000°C, CF fir# 1200 kN OH4, e TEv[aliE %

ALTWS. ZZ°C, Fig.3.2-8 DA pur Ty M LELZH D% Fig. 3.2-9 (T
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A
© N 4 A A
S 1800 | 2 * 2
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<> 1 e © gtarr 103
S 1600 g © o ogégg - 5
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o 1400 F
bt; Opps: 6.8, PS975°C-20 min
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'-g ® /.. 6.8, PS1075°C-20 min
g £\ p,: 7.2, PS9T5°C-20 min
1000 4, 72, PS1025°C-20 min
Ap, 7.2, PS1075°C-20 min
800 . : ! !
400 600 800 1000 1200 1400

Cold forging load, F. / kN

Fig. 3.2-6 Bending strength of PS-CF-GC specimens (pps: 6.8 Mg/m? and 7.2 Mg/m®).
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[ B ~A ° -
2 ° 5 ] 'ﬁtﬁﬁé 0 pes: 7.4, PS975°C-20 min
L & Wb | pps: 7.4, PS1000°C-20 min
Strength range of PS-GC materials m &N . 0 ;
=S 1400 _ig 7777777 g¢ OTFo-BL matertals gk [npesi74,PS1025°C-20min
S 28~ ™ |G pes: 7.4, PS1050°C-20 min
m Danger density: B pps: 7.4, PS1075°C-20 min
7.70~7.76 Mg/m3
1200 1 1 1 1 1 1
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Density, pyr / Mg m3
Fig. 3.2-7 Relationship between bending strength and heat treated density pxt for PS-CF-GC
specimens (pps: 6.8~7.4 Mg/m?®).
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Fig. 3.2-8 Bending strength of PS-CF-GC specimens (pps: 7.4 Mg/m?3, PS time: 60 min).
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Fig. 3.2-9 Relationship between bending strength and heat treated density pxt for PS-CF-GC
specimens (pps: 7.4 Mg/m?3, PS time: 60 min).

RTINS, pur B KZ 7.70~7.76 Mg/m® (BEELL : 97.8~98.5%) T\ v op & 72 D
D%, PSIFRIA 20 min D & X LRI TH D, ZOFBEIE, BB -CA Rk DOHE
BEOBEPENTERWERIKEEZ 55, £7-, Fig 3.2-8 T o Nk bENLTND
pps=7.4 Mg/m?, PS £ 1000°C, 60 min (Z#ifE faf H 1200 kN ZFfif L 72 3 s~ A
PNZDOWT, Fig 3.2-9 TEOEEZMHERT L EREEETIIRNI ENb0rs. 2
Mg, ARBFFEOBERER REEER L OB OB A, REBENILT L b ke o)
BREZ KRBT 20 TRV LE2R LTINS, ZRThH, &FRMICHD & PS FEf
20 min T#% 60 min T &% E L% OBMEEIC X 250 W EORTREMEN TR E N D.
ZIT, INFETHIR LIRS L CE @Bk oBREIZ OV T~ 5. Fig.3.2-10(a)
~(DIZBVLBERS DIREEAR T 2 Z LT D80S B 950 kN 36 K ONVZ D iR DHEIE T
600, 800, 1200 kKN TH S L7= £ & o R EIEWTm OBk E Ar 1 4 U L,
SEM TH#IZE L7 fE R AT

Fig. 3.2-10 (a)® CF fif# 600 kN Ti¥, KLt Xb K&, @mEElE L THD
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B3, RALED ORREIL T TREIRRD S,

Fig. 3.2-10 (b)?® CF {faf E 800kN T, 2272 0 M AL’ HEA, PR —HEa & LTk
HLTWOIXA bR OND.

Fig. 3.2-10 (c)? CF fif # 950 kN T, 800 kN TH iR LR = H DKL
Y, MO TEEELINTND Z EBRbNns. L, REESkichbiz>T, =
DAL BRIFUIIR > TR S N> TWD Z &b 5. TN EVLELE ¢ 5%
HL, ifsELZKTSE TV EEZILND. Z OMBIZARII & 243l % O BEMK
BIZ R D~ 7 nBlES, IEROBIBATE, N7ELIVOTyF 72k 2I7 i
BB CIIMRT 22 LR TH S,

Fig. 3.2-10 (d)?® CF {af E 1200 kN TlE, XD H Y0047 & A7 5N THHE = 2
o TWBEMN, FAEXKILNRD b2y, ZHUEK(e)D L H IC & & E%, Fizmn
BOE M EAZ AN T D2 Ik, JAE O S HDNBIEINEIC /2 513 EER: SNTORIBIC
Y, EPTFR S T EHDP BB OBEDIT L ST HER LR o TWNDH EEX BN
D.

O XD e X RHORAT b LA RO CF A O i T 98 Cl3mkR T
P, R EBVLEM OTIEICERND Z E BRSO E Ao T R TRESME T,
ZO&EBMBOBENLE D Z LITRAOT- 0, BHIEERO LW EBEEM O
AR IC KX DB T, ik O £ HOWHKRE KD 2 & DN EMEINTENT
AR 215D Z LoD LB XD,
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7.0kV X2,000 WD 14.7mm

7.0kV X2,000 WD 15.2mm
(b) CF load: 800 kN.

Fig. 3.2-10 Back-scattered electron images of cross section of surface layers after cold forging
(pps: 7.4 Mg/m?3, PS conditions: 1050°C, 20 min).
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7.0kV X2,000 WD 15.%mm | 104um
() CF load: 950 kN.

Y xz,boo WD 152mm  10gm
(d) CF load: 1200 kN.

Fig. 3.2-10 Back-scattered electron images of cross section of surface layers after cold forging
(pps: 7.4 Mg/m?3, PS conditions: 1050°C, 20 min).
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3.3 FERAREICE KT —REER R L OIS O EE
3.3.1 M B L OSBRIk

#52 B LFBRIZ, Mo REBDIEBA M EMWT, 7u—7 4 U7X AHEIZ XS 370
~980 MPa JIE T D [ (Compacting), NNEMEE 975~1075°C T D — R BERE (Primary
Sintering: PS), fif H 400~1200 kN T D #r[##iE(Cold Forging: CF) & FEfii L7z, 4% L2
BORETE LTERBEO S O DEREIED & O F TRIAS | S 720, FEXE 10
mm x £33 55mm THIA10mm D/ v FhRlyybe—mERRR & Lz, R
F OIS, 52 & ARICREIRIRO B E 2 KIZIE (T /L% AT Aik) CTHIE
L7z, &BR i3I 2 FH o PS KEf#H (20 min, 60 min) Zi%E L, —REMAB IO
M 3 v v L B — PRI R E T R A A L.

v L E—ERRBRIT 2 ORI A H W TT o7z, ERIEO L ORIEDSE,
500 Ly b B — BB RO RGBS 1C-50) 2 FH VY, TEFER I TR 708 4 B O fly
BE2Y 300 7 LINOSE, 300 J RUGHE L 2 v L b — @ AR RO i e
CIEM-300D)% Fi\ 7. o v /L B — BRI 8\ C, BB 2 34 2 L 1 L
X—3 b bLERME (EJ) 1,

E = MR (cosp —cosa)— E, (3.3.1)
Thsd >, 22T, a: B0 TORFEITARE [degl, p:EV TOHRE LY A [deg],
M: N>~ OEE [N], R: BHEZH.LOGELOE TOREE [m], Eo: BEERS L OZE5HK
PUIH(=0)Th 5. RBUL, o, M, RIZEREEAOHEMEZ AV, SR HEEHE 40 mm,
FIESE R Sm/s TS L72. 300) BUGHE LS v L & —FEGABREIC L 0 BUS L 71
BIIIL, AU PS £ 1075°C, 60 min T 3 [RIFHAI L, &5 a7 8 — RERH EhAR O TR
ERER O E, L O & TV, B OBIEICIIOE R BEEE (Optical
Microscope: OM)$ L OVER AU - BHIKEE (Scanning Electron Microscope: SEM)% H >
7-.
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332 fERBLOBE
3.3.2.1 —IRBEREM D > v L ©— R AR
(1) REEE T R )L X — |2 OWN T ORET

Fig. 3.3-1 (T3 v /b B~ BEIZ LTI RS KL O —IRBER (PS) /AT DR 2 7R T

e~ A ppg: 6.8, PS time 20 min
£ 60 [ O pps: 7.2, PS time 20 min
: o Pps: 7.4, PS time 20 min
k.ﬁ 40
z
)
=
)
5 20
<
£
O I I I 1
700 800 900 1000 1100 1200
PS temperature, Tpg / °C
(a) PS time: 20 min.
o~ A Pps: 0.8, PS time 60 min
£ 60 F g pes: 7.2, PStime 60 min
: o Pps: 7.4, PS time 60 min
§ 40 r
%
B)
=
)
o 20
<
£
0 1 1 1 1
700 800 900 1000 1100 1200

PS temperature, Tpg / °C
(b) PS time: 60 min.

Fig. 3.3-1 Results of Charpy impact test under various PS conditions.
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T, FEMOERE —EL LTSI, BB O SIE, ERROEE MK
FUTE L 20, BENSTIUIKS 725, RICR DBEME CHR#ET 52 &
NG, HrhESORBRAVMHARESNS. Lo, HEERH - THMXFHECTE 5
£ 9, BEEEILE S E %W <8l - 7218 JIS B e [Jem?] & L7z,

X(a) L b)Y 5, PS I —E T, PSIREAZ B L Z 800°CH 5 1100°CE T LA
VA, ppsIC X BT ¥V E—EHREITHIMNT 2 Z L3005, KR pps D3 < 78
HI1F L, ERMEIIHERBEERIT T DA &R, BOR B I3 O BER S A 1100
~1300°C, 60min |Z[EE L, #EAHINSG7-5E, EHRMESHEEEEMIHENT 5
a1 %R LT D 39300 F e BHNE O TR IEBIRRE LR L R OB T H
D, EH5IE, 0.25~0.35 mass%C DHERH CHERIRE 2 50°C R 5 2 & & BEREIFH]
2 fFICT 2 Z L IIRREOIBIRENR TH L Z L ERLTWND 9. pps 23 74
Mg/m? DFAIZE T D PS K] 20 min 33 L T PS FEH] 60 min CTOEERAL % b4 %
&, FIEDOEERAE & HEE S 41D DITHERE S 1100°C, 20 min & 1050°C, 60 min, % L
T 1050°C, 20 min & 1000°C, 60 min &\ > 7= X 512, I 50°C D PS IEE D FIE NS PS K
B2K 13 ICT 28RN H 5 L FPHITE S, Zhud, BERESMIC X 200 B3 bk
AR D I LRI L TN D.

Z 2T, K@i LWb)D PS & 975CUL LT —2 2 HWT, 2 BTk 7ok
M OREREZ KL L TV D LB X BiLD y-Fe @ B CIERIC & 2 IRIEEEERE (d)

d= /2D, t < -+ (332)

Dy = Dy, * exp(— Qv/RT)) Tt (333)
EWtxET oy NLI2b D% Fig.3.3-2 1R T T 2T, Dy IZRIEHEREL, Dy (=0.84x10°
4 [m%s]) 1% y-Fe DRIEHUC 1T 5 B CHEHERE ", Ov(=291.3 [kI/mol]) 1 y-Fe DR
JLHUC BT ATEM L= 2L =319 RITIKUREEL (=8.314 [J/(mol + K)]), T IE#fixtif
FE K], 3R [s]2RT. BEREE RO D &, W & d ORICITHBE Z £12K(3.3.4)
~B3.0NIRT RN RN U, AWFIEIZIIT D PS =4 Tld, y-Fe DIRILHUERRECTD
HEERERHm A FTRETH D Z b D,
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Wtyo6s = 342 Ind + 34.3 c e 2 (33.4)
Wty 72 =667 Ind+ 69.0 < -+ (335)

Wty 74 = 22.8Ind + 202.6 < . - (33.6)

72771, KTd=036 (PS5 975C, 20 min)DHFE, B LD HEERE NS A+472
SIBAOLENRENEEZEZ DN, WHEMRRDT 4 v T 4 L 7IE0REL 2D

ZOXITERIEBHINEHATE D W) T L, BIBICE Y Fe K-t L &5 -
TWA T, RER X ORH OM A& CRAEEE S PRESND Z L2 E%RT
L. oL, IREEIC/R DR, FehifREEMmEN D 7  RILHAHIR S 4, Rk
IS J USRI IR SBCRY) & 72 U BERE 1 7 1389V IRRE & 72 5. T Fig. 3.3-3 1R
T ROITHERE v Z 1S NEF LT WK O 720, BE I RATESEN U ERE
NERVIZ KD EBEZEND. LoT, pps BEOPSIEZEL §5 2 & TR
B2 LN ATREE b D, £, K(3.3.60)005 pps = 7.4 Mg/m? (25 CREFEAE )
e LoV DR 60 J/em? BA | & 72 % PS 413 1100°C, 20 min 35 £ OY 1050°C, 60 min T
5. 52 ED Table2.2-3 127 L7= K 912, PS B[] 20 min DA, LERIE X 13 1050°C
U ETEMT2EEZ6NLDT, BITIEBOAEA T DM TILLETE TR Y i
RIHERB SR TV DRI EZBNRD.

80
T A Pps: 6.8
§ 60 o2 @
s o ——
2 40 &
5 = — =
g 20 | % .............. g =
E [ A N A

0 05 10 e - -

Diffusion length, d / um
Fig. 3.3-2 Relationship between volume diffusion length and Charpy impact energy.
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Fig. 3.3-3 Example image of sintering necks (PS conditions: 1050°C, 60 min).

() FHE LY ¥ L E—EREEEIC OV T O

Fig. 3.3-4 (a) \ZFHEE LT v /L B — B aBR T & 2072 — IR BERS 1R 0 BRI ) 70 il B2
a7, PRI T 528, v — 7 (Istpeak) & & TefElk A E1, 8 ' —27(2nd
peak)Z FictEIk A Ep, FEHAE Es & L, FilafREzO~0© L EE L.

ARFZE DO TIL, pps ICEHFTERTD PS FUETZDOL IR OO — 7 BNFEE
T ORI R E BRI L o Tz, ZHTERREM OLE I —RICEDNTWD, HEH
(Striking edge) & 7B F W OEEE S OFAEAEHNC X - TAE L HIREME 21 EHFE LE
NOHERER (/ aX V208 38R0, RO X5 7Migkr BERE A I REEIY 72
BLEZD. NS FTOFENMY v LV E—ERT — X% OBIL, ERIERRERHIL 2 [\
Ty CENLICHAR T, ERIEIEAIN O E R 2 I LB U, & OZ8 dh R 2 R R TE
) Foy LIEFRT DON R T 5 32132, T Eoix, REMO ) v FAHE v+
NE—ERABRA 2 HWNT, DWMENINDS Z LT/ v FilpOMERE TEE, 2)
FIEEANZ Y, 2 y FIE TR 6 E D, BEERE O SMA TITFER £ T
ENHER, WEHREZBZ T2 v TFENOG EHPBEL, SRHOEBEHENHE S LR

TG 3B,
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E,: Elastic-plastic deformation area of the surface layer.
E,: Elastic and yield deformation area of the whole material.
E,: Plastic deformation and cracking area of the whole material.

Z.
~
9 2nd peak
ﬁ.\ @
§ 1st peak
g | i
S \@ ®
E o a

E.” E, 7 E;

: i I I

Time, t/ us or displacement, x / um

(a) A typical impact load profile of a sintered iron.

v

3 Elastic deformation
of the whole material.

A A

@ Plastic yield of the (® Continuous plastic ® Decrease of the impact
whole material. deformation of the whole load by the continuous
material. crack progress.

trlkmg edge

b ol

(D Elastic deformation = @ Plastic deformation
of the surface layer. of the surface layer.

(b) Schematic of impact processes.

Fig. 3.3-4 Impact waveform and processes of instrumented Charpy impact test.
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ABFFETIE, Er BLO B IIBEBEIFIC > THREICEBT 5720, i bL X
WT—X EEZT, W2 D O A S B CERm E R A = aE LB LT,

Fig. 3.3-4 (b) 12, HRFEIICBIT 2K BEO~OOMEXZRT. Kb, F—F
— 7 (Ist peak)(Z 2 % AT D FEI D 2 2 & 18 2 FLE IR D FEPEZ TR 48T O W = 1L
—, st peak 7D FEOBEIBQOEBEW E FEHRIIRBIROKIENL, T2RbLHE
PWEBIC L BB EOEMEZBERT 252, ZORBEORIN=F L —% E
(Elastic-plastic deformation area of the surface layer) & L7-. ¥MEZEIC L 2 £ O
BEACNER RN B, THI@ DR M BR L U CTHMEEIIRAE & 72 5 2 & CTHEATE N
EHT2. 2L T, . —7(ndpeak) TH HEM R L L TOBRMERAN G, 8K
@OHU R A Y, AR 72 2T 2 A2 U Aef MK T 9 2 #PH ORI = 1 v
X' —% E, (Elastic and yield deformation area of the whole material) & L7-. LIRS &
LC, SEGIZE T 2 FMREOEFRBMEER N D, HEBOFE TOXRRBAR L
OV R it F2 O WL Y = % )L % — E3 (Plastic deformation and cracking area of the whole
material) & L7=. LLEMND, ¥y L E—MREICHY T 5 2ER LY —) %

Wt =( E1 +E2+E3 ) | Ao <+ - (33.7)
E LTz, T2 TAo[em? I TRER r oWIHIWmE TH 5.

Fig. 3.3-5 (a)~(e) I PS S8 LU pps AL SH 55 D v ¥ /L B —HEERER AL
Ramd. KICEEEO we b OFFE Lz, PS FEIEZFEIC 60 min 2, FEEZHIZ 180 min
WIZOWTHERAE L.

Fig. 3.3-5 (a)~(d) 1%, PS ¢f#]% 60 min CHEE L PS i %2 2 b S 72D pps=6.8
~74 MM IZONWTOERKIETH LS. KNG, PSIRENE L 2DHICO4T E Kk
BIOEBIBOKEE—7 mELEML, R PSRN 1000°C T £ E L O E o4
V— 7 MENART D Z NS, £, EVEO st peak 3 X O E> 5D 2nd peak
&L THNAMRMEIT pps D3 mWIEE, FEXTIICE < R AHAICH D, Istpeak 365 &
O\ 2nd peak DRI, E;z SO E B AEF IFRE] 0O HEIN A3 B A 0O ¥4 0N % SCAd 9~ 2 g 1A 03
HLELTHLNS.

-80-



Fig. 3.3-5 (e) 1%, RAERET b bEAMBRILHIEROMR DD, pps = 7.4
Mg/m?, PS &1 1100°C, 180 min (Z[EE L7=HG OBRAER CTH 5. Fig. 3.3-5(d)FB &
W Fig. 3.3-5 ()25, T—XIZIEH X IH 528, 1100°C, 180 min THEFEL TH,
1100°C, 60 min BERE D> O AN R B0 B9 D AR TldZe <, —RBERE IR D BR S ET A
N 60Jem? BRETHDLHZ LRbN5%.
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Fig. 3.3-5 Impact load profiles used instrumental charpy impact bend tester.

Pps - 6.8, PS800°C-60 min
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(a) pps : 6.8 Mg/m? , PS time: 60 min.

Pps 7.0, PS800°C-60 min
Pps - 1.0, PS900°C-60 min
Pps - 7.0, PS1000°C-60 min
Pps - 1.0, PS1100°C-60 min

17.5 J/lcm?

e

13.8 J/cm?
/—

8.8 Jicm?
/7

5.6 JIcm?

100 200 300 400 500 600

Time, t/ us

(b) pps : 7.0 Mg/m? , PS time: 60 min.
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25000

pes © 7.2, PS800°C-60 min
pes & 7.2, PS900°C-60 min

< 20000 Prs : 7.2, PSL000°C-60 min

- ps © 7.2, PS1100°C-60 min

< 15000
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o

g 10000 29.1 J/cm?
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- 5000 11.3 Jlem?

4.9 Jlem?
100 200 300 400 500 600
Time, t/ us
(c) pps : 7.2 Mg/m? , PS time: 60 min.
25000
pes & 7.4, PS900°C-60 min
20000 | Pps - 1.4, PS1000°C-60 min

> Pps - 74, PS1100°C-60 min
S~
LU 15000 r
=

S
° 2
= 10000 r 34.6 Jlcm? s 65.9 J/cm
o 17.7 J/cm?

Q.
g 5000 | 3.6 Jlem?
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(d) pps : 7.4 Mg/m® | PS time: 60 min.

Fig. 3.3-5 Impact load profiles used instrumental charpy impact bend tester.
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25000

pes © 7.4, PS1100°C-180 min(1)
........ pps © 7.4, PS1100°C-180 min(2)

20000 | _ _._ pps . 7.4, PS1100°C-180 min(3)
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— 10000
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- —155.6 Jfcm
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0 1 1 1 1 \ .: 1
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(e) pps : 7.4 Mg/m? , PS conditions: 1100°C, 180 min.

Fig. 3.3-5 Impact load profiles used instrumental charpy impact bend tester.

Z Z°C, PS K] 60 min DH D, EiFAIKO st peak 35 K O Er fHIK D 2nd peak F T
D EAE BRI DU C Table 3.3-1 3 X V332 I2FNEHURT .

Table 3.3-1 225, pps 3 X OV PS IREEIZRILR72 <, 1st peak F TOMEIEHKHILIZ
IF—ED 19~20 us Th D LRbND.

Table 3.3-2 725 UE, pps BHEEINT HITE, F7 PSIREN LHT51F L, 1stpeak 725
2nd peak £ TORFHNBAT 2N RO D, 2k, FIHEETHD pps HMEW
1T EB L PS IREEDMEVNE E, st peak 75 2nd peak FTOXAILOEMEIT 72
bRBEHOBBEEICFMEZET LD EEZ LN,

F 72, Table3.3-2 LV, FHHIKIE T Ist peak 75 2nd peak F TOMEEREH R 1,
prs = 7.4 Mg/m® T 55~56 us, pps= 7.2 Mg/m® T 56~58 ps, pps= 7.0 Mg/m® T 58~60
us, prs= 6.8 Mg/m® T 59~69 pus & I H VD, mEE (ops = 7.4 Mg/m?®) D FERS (K
IZOWTIIRHZLZEL TWDH E VR D,
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Ko TEBEAADOEL LT, pps= 74 Mg/m® O—REFERTIE, Eai05 2nd
peak £ T, I 72bb ek L TOMUEEE N GE S F COEREHKFMNIFIT—E &
nhH T EDERR S L.

Table 3.3-1 Loading time [ps] from starting point to 1st peak (PS time: 60 min).

Density : PS temperature ['C]

pps [Mg/m?] 800°C 900°C 1000°C 1100°C
6.8 19 19 19 19
7.0 20 20 20 19
7.2 20 20 19 20
7.4 20 20 20 20

Table 3.3-2 Loading time [ps] from 1st peak to 2nd peak (PS time: 60 min).

Density : PS temperature [°C]

prs [Mg/m?] 800°C 900°C 1000°C 1100C
6.8 69 61 59 59
7.0 60 59 58 59
7.2 58 57 58 56
7.4 56 55 56 55
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(3) ¥ v /L B R AR, O — YR BERS (R T D RF

Fig. 3.3-6 |23 v /L ' — @8R % ORI D OM B &2~ KD X 512, LI PS
IR 1000°CLL B CHIRRBIF 28U S U D iiHi (2) 23, 900°CLL R THERS A3 A+ 72 728
DIRIKEDOFRLYY B SLOME (b)) S BLEE S Tz

Fig. 3.3-7 12, Fig.3.3-6 |2/~ L7 WPk -3 L ONRIK O LR 0 SEM Bl 5 %
9. Fig. 3.3-6 () CHRLOL AV LIRKI 1L, [X(a) D FEHH 72 BEBRAk I I AHXY L, Fig. 3.3-
6 (b) TRONZEIKAOHRIL, KO)DT 4 > ZIVEBREICHYS T 5 Z 0N bnb.
bbb, HEROTHRE OIS XV BERE S+ 0ET 95 &, AR ORI 1T DK
i, MO LWKLR I K ORINIL DT ¢ o 7 VR 7> B SR 2R N BE B A i~ &
BATL TV Z R bhoTe., T, BERE D HELEIME T 2 BERG MRk O & 1,
BERS A+ 0y 72 58 O b IIVEERE 1 » 7 ISR OIEMERGEIC L 5T « v 7 VR TH 72
<, HABF OREIRR 28 2 7BRIZAE U DRNBIOBERRkm Ch D Z L 2R LTV 5.
LT, BERSSMOMEIZEANICT > T & BERRBE OIRG 2 A T THHN,
BERS 3+ HEAT L7 BMIE, K0 RINEEBRBE OFIE R L WEHNIC D 5 Z & A3bho

Brilliant grains Frosted gray grains

¥ o

(a) PS conditions: (b) PS conditions: Q

1000°C, 20 min. . 900°C, 20 min.
]....l....|.u|'ill'lulsllwmrﬂllll

Fig. 3.3-6 Example of OM images of fracture areas after Charpy impact test.
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X2,000 WD 14.7mm

70KV X2000 WD 148mm  10um
(b) Dimple fracture surface equivalent to frosted gray grains in Fig. 3.3-6(b).

Fig. 3.3-7 SEM images of fracture surfaces after Charpy impact test.
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3.3.2.2 —WRBEREA O dh 1T 58 B & A 0 B AR

Fig. 3.3-8 {2, pps=7.4Mg/m> T, (a) PS FfE] 20 min 3 K OY(b) 60 min O — R BERE
MIZDWT, A8 O #h T 58 EE (ov) & ARE OBEEW)DOBIRZ R, &% 2~3 i1
DYEMETH S, WMNG, op & WHIZITHEBENH Y, EHFELTE L2 R0
5. 22T, K(Db)D PS K] 60 min O3GE, WE 1075CLL EoTF—ZI2ixdb o
NEBN D DX, Fig. 3.2-3 IR L2 X 912 PS IRER KOV PS B O HE AN £ i
FERE IS5 Z & &, Fig.3.3-5 DB LI L2 X HIZ PSIRER L OV PS
R D HEANZ RN S A FN -5 Z & 205, oy 2% 1000 MPa Fijf%, Wt 23 60 J/cm?
A CIELSE 2o THML TS0 EHAIT S, @KL, o & Wt ORF
%,

e

Op(20miny = 9-01 - Wt + 609 < -+ (33.8)
Op(somin) = 7-15 - Wt + 548 - -+ (339

IS D. W ITRIEHEEBE (@) OB TH H(3.3.6) L kb, FAFD d
1%, NB32)BLOKGBINT b LEEMLE LRIV ROOND. 72720, o
O _ERAEIEH 1000 MPa, Wi O _EIREIZHK 60 J/em® E B XD XS THD.

PLEND, pps=7.4Mg/m? O —REEFERIZ OV TC, BEFRETRE (900~1000°C)E LY
BEAEFF (20 min, 60 min)ZRET D Z & TEBMENARE D, RS il iF R E
EHEETEDLZ ENbholz.

£ oT, pes=7.4 Mg/m®, —BERESAF 1075°C, 60 min 1X, —EEREIAR L LT
IFEEEE 1000 MPa 35 X OVEB{E 60 J/em? G5 b+t B2 bn 5.
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1200

S 1100°C
S 1050°C .- 2
Z 1000 t Q-
S 1000°C o 1075°C
-Is—: ........ 10250C
g 800 t &
o
= 975°C
g
= 600
c
[<B)
m o, = 9.01 Wt + 609
400 : : :
0 20 40 60
Impact Energy, Wt/ J cm-2
(a) PS time: 20 min.
1200 -
- 1075°C
(a
= o 1100°C
~ 1000 1050°C ..
© Lo &
£ 1000°C ..
© | e
5 80 e
iz 900°C .
e &
=] 600
c
[<B)
o o, = 7.15 Wt + 548
400 1 1 1 1 1 1
0 10 20 30 40 50 60 70

Impact Energy, Wt/ J cm-?

(b) PS time: 60 min.

Fig. 3.3-8 Relationship between bending strength and impact energy (pps: 7.4 Mg/m?).
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3.3.2.3 WREBEM D v L B — R

Fig. 3.3-9 12, % CF faf & (400~1200 kN) T/EHL L 7= PS-CF iR 12 v v /L BT
BB A it L B OEBRER IS L O W 9. 22T, pes = 7.4 Mg/m® OFRER T
ZHWTEY, K(a)?s PSR 975°C, X(b)2s PSIRE 1050°CDELETH S.

PSIREN ELHLDEAETY, CFAEOHINT Z2bb A ETIC D,
BIEOEET 7206 W lZ—RrHIN$ 5 2%, 700 kN LA ETHZEA L Tn 2 &
Bhnd., ZOBRICE LT, KEFB XOH)IIHIE, PS &4F 1150C, 30 min DK T b
~ A AFERIBERE ~ O RIEEIC X0, WA B2 MR O X OVE B I T8
T5HZ AL, EmRIEKTHRGIIEE OSBRIt I TEkic L0 L
HE LTS 3439,

L722L, Fig.3.2-10 (c)lZ/” L7 CF Mg D SEM B L e TER D &, &R
FARRI R RN EE 27 2 7 0 o LUV ORI E R BAE L TV D2, 2D X577
R 7 AMIIRDEBEZDDONREYTHD. T7bb, CFMED 700 kN DR R T
JEFRAE PO & 24T A L TR Y, 800 kN LI CEVILELR o fh 1 i [C W EE R H 5
LAULIZEL TS EE 2 bND. £72, CF MEMNRELTWDHA, ins
BILOKILZIEELENT, ZNOREWIRTERE L TWDH 72D, AMBNnoTs
BRIZISET L, CEMO WK TOEK LD B 5.

UUEXY, CFMOMTRE TIIMER TE oMl S ZHoBAET b b e Eil
OB, CF MO v /L B —EEEIE & ERE I ORI O i & ESL B O #h
BREEICITEIND 2 ERB DN oTe. TR, B EVLERLRS 58 L RRER O U)W I
E AL E TR THREE LR T, sty y LV E—EHEHBRIC L VG o
B E O G, MHERER S TRBMAM TR AT MM E R et cx 5 2
EHEEHRLTND.
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30000

400 kN, 18.0 J/em’
7, 25000 === 500 kN, 20.0 J/em®
- —— 600 kN, 23.5 Jem®
- ---- 700 kN, 16.5 J/em®
LL; 20000 850 kN, 16.4 J/em’
"8 1000 kN, 15.7 J/em'
S 15000 ~-== 1100 kN, 15.4 J/em'
- 1200 kN, 15.6 Jem'
2 10000
o
E 5000
0 50 100 150 200 250 300 350 400 450 500 550
Time, ¢/ ps
(a) PS conditions: 975°C, 20 min.
30000

q H T |
Ik i o |
[ I i Lo |
| A \
| 4 Lo \
| - IR |
| Pl
I 1 H ' \
i o '
)sz R \
S \
1 1 1 1 1 1 LA I

—— 400 kN, 32.7 J/em®
-—-- 500 kN, 40.2 J/em®
—— 600 kN, 42.9 J/em’
---- 700 kN, 40.6 J/em®
800 kN, 32.4 J/em’

-- 900 kN, 30.9 Jiem®
------- 1000 kN, 29.6 J/em
1100 kN, 28.9 J/em
1200 kN, 23.5 J/em

0 50 100 150 200 250 300 350 400
Time, ¢/ ps

(b) PS conditions: 1050°C, 20 min.

450 500 550

Fig. 3.3-9 Diagrams of impact load and time at several cold-forging load (pps: 7.4 Mg/m?).
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34 HBBHOBEOREERE LD

U EORENS, mEEERES 1200 kKN £ CEK T CEEELT D &, @&+
7 700~900 kKN F2 2 THAE U 7ol & RDNFIRI T, BERS 5 85 DOE B F L OVETER I
B CHERE 27T, MLE(EOFESL H Y MM OFRRBIGLHRATE R
WZ ERDPoTe. LT, mEifid RS TR & A ERE SRR TOEVLEL T,
OIS LERENMF LN D LHEETE 5.

o2 L, MERM ELZE LTY, Z0O% EDHOE T AERTOMEITITRIL72 0
ZEmn, BULERIZ X DR ORTREMED O SR D, 8 2 BICHIT B ALY
HAELEND, BVLBRFN 2 X L T EZ 50 2 EIXFER TR, T RR
RIMENF ORGSR 5, BULEEE 2 Zh Dl EEL 77528 b T& . LrL,
—WRBEREIC K Dy & v B R B 1 O S RBVER 1T & B P B & DR - A E R
EEOZLRT LN, MHBEHOWRICENITHL Z LRl sing.

F o T, WETIE—RBERRLLCEIRE, &SP SmWIBMETEREZ A L, fE
T E O BBLERS DBREE N I ZEE LT D pps = 7.4 Mg/m?, PS £t 1075°C, 60
min, GHEEEIERTE 1200 kKN OBER DA 2 UM & L7223 s, MBS U TEmsE
{ERFEICEN =T %X v F = A 715 LTV % PS IE[fH 20 min #4 CHFHEEER 217 5
Lok Le., Tz, @IRAERIC X 24RO SUE 23 FTRE 72 B 2212 IR BV BRYE %
WHT 22 LT, YL O v L B — R A SO RO & 3T, B
LT R JEE D> D R 97 SR % FEBL T 5 BB SR IZ DWW TBR T 2 2 L & L.
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35 fE
Mo R IEEA A & VT, BTN BBk 3S S 5 F2h e T
B EROLZ L2 AN E L, ETERBIGEIC—REER B L O H#EE 217 -
7o HPBREETRA N IX R BT AR RV A L7, EOmfE T, & LS
DB ONT IR L O v L B EREAREIC RIE T REICOWTIHE L. 5
BN RZLTICE LD D.

3.5.1 —WRBEREM DIl IREE s LUV v L B — BRI

1) —WRBERILE 2 LT 2ol S BR L, —kEBERFH 60 min 2L ETH
AT, AR RBERS IR 1100°C TR 5.

2) —WBEFREIREEIZ o B3, —IRBEREFER 60 min 35 1 TY 90 min TIX gl i@ |2

B ATR . &Ko TARBFIE O BERS IR EEFIPH(900~1100°C) T, BERS I I INIC
£ % Fe ®HOIEHUEHEIL, v /LB — &Rl L OV 2 B TR~ 7oA Re
O FIZIZATH LH05, T sRE DM Fh RIS .

3) W B 7o B —IRBERE IR B (pps) 12 & 597, BERSIR L 23 B M T & BBl 13 e
BRI ER L, pes SEWIE EEEREIIRE < EFHT 5.

4) RWFFEO—IRBERE A TUX y-Fe OIRIEBUA SRR T, pps —E DG, EEAIX
PRIE BRI D6 2 & EARBIRIC B 5. IS, —RBERRD v v oL B — Rl &
FHEEEICIIHER S BRI TE D, Lo T, BE-EO kMK THN
IF, BEAEIREE RS L OVERS R 2 E T 5 2 & CTIEREARE 0, W O ih
FRENHEETE D.

5) WMIHIEBER L O REERER M2 E 22 HBA D, by v L e — RO %
b h, HEEREO EREDK 60 J/em? ThHhdHZ L RbioTl.

6) AMFFETHZ Mo SRIERE S O B EEEABR 4 ORI FEARMINC T « v 7 VBT &
BEBAA i DIRA & A 772708, BRI T2 Bk CIEiis O R R 2 2 7o
BRICAE U DRI O BEBRTR I OEI G132 7 Z L Nboo T,
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3.5.2 MIEEIER Ol T IRE s L OV v L B — BRI

1) —WBEREM OMIEER, M REIIE T Th 28 IMEN D b, Zh
%, IMTMEIZE Db D EIRIND.

2) WS X BB E AT IZ o, BRE O 72 b HERE K ORH
il 7 A~ OPERENHETe A, FEME 700 kKN UL ETIX@EEE(LT 51 I EE
BN T 70 o BEFEIE AMNE LT EFA 52278 o 7.

3) WIFSEIEM ORI O W4 BAARBIE L 0, BEMENF L 800~950kN T
BE LI EN TV, REESIRICHZ > TR ZER L R BB EAID
BRI » TR 72 R FAE L, Zo&BMEOY 727 0 L~yLoE
WYX VE—BBEAZ KT SE TN ZERALNE T,

3.5.3 Fof& B ERR DB R

1) —RBERE SRR L 0 b B, MRS KV BEAK 7.7 Mg/m® £
TLhF 2L, RFBITHBHORIN EXZNPBEL, BEMOEREOIK T
T <, BRBVLEM OMITRELIKTIE5.

2) REME 1200 kN O@EEEE T 7.8 Mg/m? LA BICEBEAT D Z L2k, #%
& AN ERE S NTRRE L 720, IR REVLPE T HREM 2RO IRILH & & HOYLHL
A EREL, 7.7 Mg/m® ORARMNTIREE D SR E A EIE 3 5[ 2R Lz,
ZAUC K, S L &SR O N ATREMEAN R STz,

3) BMULEAS OFREE IR N SNSRI S LT, —IRBERS IR EEAY 7.4 Mg/m?
T, —WRBERESIFIE, =7 %y by =A I L7z 1050°CLL L, 20 min, X
O TZHREIZEN D 1075°C, 60 min 3L FE L. =D EC, FEHIEfTE 1200
kKN TEE 78 Mgm> UL E L9252 EREFE Lu.
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BAE BEEMEBREM ORRBIEIC K 24 BHEMKE & kYRR b

4.1 &=

H2 ERBIO 3 BT, —REER (Primary Sintering: PS)#4 35 J OVA ) #5 (Cold
Forging: CF)# D& R ALGE, MR LRrE, MR, MR EZe &SRR EL L
FHOLMIL, AR TRESGERF L. —FH T, —&IR T R R ELEE(Gas
carburizing: GC) % fiti L 72B=(Z, CF 12 DL (pcr) D3 i\ ME & HNT R EE (o) 23 1) B35 23,
REE DF FEI(7.70~7.76 Mg/m )W A 5 LIREN QIR T L, BIZEELY EIF 512>
MBREEN A LT BN E U, ZhiL, =7 % v by =o FRVEICHE L7 Bkt
20 min M TH-TH, FIBEHEEREICE D PEMIFH 60 min M TH-TH, —K
1 722 BEAS TR EE #H(1000~1100°C) THINLD Z EBRH LN E o 7=,

F3IETILCFMDOT v VE—HERIEND GCHMOBERTEL TR TELHI &%
R UTZ. B, CF OB, SREIRIBIRD Fe Rl 372 b BRI ZHAld L O
HRAER & LTSI 72 b R E /DA L TV D T D BRENME T L, O
HWUNGCHRBFEB LT CREKTZEI LTSI EEZRLE. Lo T, ZNET
KB IR SIZE D042 5 L 512, CFMOIRER B3 TaEkiz X 5
HO LIRSV TE 2N, ZOWEIITSBMAKOBEOREL &N TV D ATRENE
MENZ ERDroTz.

ZZTHEAETIE, 3 EIOR LA GC % L 72856 o dh i o B BRG 1
M5, CFMEZ DI LK FFEDEE(T.70~7.76 Mg/m) 12 LR T L
Toth, WD EEELTHOTREN ENSBIRICER L, WER EICH 2R REL
M ORT TR E LT REEREQS) 2T LT-.

2S (2 K D AR D 0 IR IEBUTIN 2, 45378 CF i & 28 IZ K D IEWEEA I &
D ERE & HOW K EIA, BEEM A~ 2S ShREFREIC L > THELZ. =
T, ATOMMERA, FroRmICEN LM EAJHOERHRITNEEE % 2, di
WKL F O SR/ PR, T70bb S SEREE 2 KT 20V T E
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DIREA— AT T4 FEEOL, @FzdE T2 & L.

WNTIT D IRIRBEAILTIL, RIRENR~ /LT oA NEREAE Z UIFiER X Ok
T 5. EDRD, RIBIITEMOFRRBISNHREL, ZBmAMEZR ESE5. &
> C, RREDPTEWE EEMRREIS T bR £ THA L, WEEMED M LIRS
L. UL, WHFEMTHIZGE, RIKEB{LEP RN & & S8 AFHFmILm L9573,
TR DD E <, REITI T THPIEAE LRI E DREPERWD, Wi
SHERFFMTE T T 2MHAICH D, T D20, BRI REE S N EET 5 4>
M. =07, KOOI AN LD &, THEFEICERN BRIk X % 1k (FesC)iL il
FWHBELL TSI TN ERBRENTVD.

AW TIE, BULERIC L 5 EMAMRONE & ITEWRIRERB L Ok A v % A
FEATLREAMME T D2 LT, @IEITIRE & MMEEFENE 2 WL v] BE7R1R R SR I % 1
FHL7o. RIS, 16RO GCIEE L, mIRAIEIZ L D C, Mo B LU Fe 72 U1
% TT SR O Rl K EYERO B T & 5 E2815 IR BVILPE (Vacuum Carburizing: VO)VEIZ, a-
Fe H CILELZEHET 2 ZIRBER Z /06 o, Wl & HOW RIS A THEFEME A b
LR LR BBAMOSIEIZ X WEITREOm R EZHRHAE L.
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42 RRBVLIEIC X 5 BERE m iRk OIREI R E & & BAHREL
4.2.1 B I X OVEERTTIE
4211 HEEB I K OBV S

R, EEEIC L) BN REER R O D &L LT, PS &fF
1075°C, 60 min, % (pps) 7.4 Mg/m> & LC, CF fifE 1200 kN THEE (pcr) £ 7.8
Mg/m® & U, HBRICIRREVLEE L= b D% H\ o, £7-, Tabled.2-1 T HhlgaHii H O
WHIES SCra20H Oy & 3. BB OFRIL, HI3IETHWZ LD LFREED / v
F7p LERREB R & LTz

Fig. 42-1 12, BRFZEMHTI~HT3 O — v 7a 7 7 A L EZTNEIRT. BRE
HEOFIRES L ORI EM TH L. — e RRIK (GC) BULHE A% HTI
L, HRARKRFEHZUIZIE RX WABLO= Y v FHRAEFEHA L. 72, CGH,
T A% N T — e 2B 3T IR I etk 2 HT2 & U, B{LBIR S 30 AR RO 2
i & 70 D 28N IR GeF 2 HT3 L EFE L7-. XD CP X, RfiRFEMRE (Carbon

Potential : CP) ZEMT 5.

0

H282 R TlE, BV OBEZEE % 30Pa Ll T & L7z, Z ORI AR (900°C)
LV EIRDOTZ, 900°C T T NER ] 2 30 min fEfR LEEYL L TWD. £, A
ZIRRIF I K OV 2E R AP O B W EH OMERETS L OREEE D3V G, JHBEALL
0. QIEREZZNTN 100CEB IR T0CLE LTS, BRERLEMELE I ZELRFRLCL
ZEFRPTTI180C, 120min & L7z,

Table 4.2-1 Chemical composition of wrought steel SCr420H [mass%].

Element C Si Mn P S Cr
0.18 0.20 0.79 0.018 0.014 1.14

-99-



Tempering in N

900°C 180°C, 120 min
o ) ) 860°C
Soaking | Carburizing |Dispersion
CP : 0.9% 30 min
i 15 min
60 min 0.Q.
100°C
(a) Gas carburizing: HT1.
Tempering in N
1000°C 180°C, 120 min
900°C .
860C
Preheating | Soaking |Carburizing Quenchin
30 min 30 min |20 min 60 min {30 min
120 min CP : 0.8%
15 min 0.0.
70C
(b) Vacuum eutectoid carburizing: HT2.
Tempering in N
. 180°C, 120 min
1000C
900°C
860°C
Preheating | Soaking | Carburizing Quenchin
30 min 30 min 90 min 60 min {30 min
120 min CP : 0.8%
15 min
0.Q.
70C

(c) Vacuum eutectoid carburizing: HT3.

Fig. 4.2-1 Heat profiles of gas and vacuum eutectoid carburizing.

- 100 -



4212 PYERERE X O BEREIES L

R O SHIEICIE, ~A 7 vy b — A SRR A VTR E 0.2 kef, A
iR 55 TITVY, RALD R TG IAKY B 2 7= U 72 HEMILERAS L7z, & fERk
DBIEE, 52 BB LU 3 3 L [ARRICHEIAIEE, N7, 3% ) A 2 —Lo v F
7 R U T2 SO EE (Optical Microscope: OM) 5 & OV 2 AU o6 - W ik 85
(Scanning Electron Microscope: SEM)% VN CiT -~ 7-. BEERABR G 3 L RERIC /) v
Fip LEEEABR A 2 FV T, B b v L B — B B R e BRI . CIEM-
300D)IC CHENi L, HEA—/S—DE 500] B (F iR R 1C-50)% A 7-.
B R O EIILE R~ A 7 a7 T A4 —(EPMAYE V2. #hiTE
57 ARV — A 2 o e (SR ERT . EHF-EM100KN/1kNm) % W\ C,
SCRGERS 5 mm, SR THIBERE 40 mm, MR UL 20 Hz, S /7E 0.1 THEHME L 72,

4213 X BREHTOTEIC K D8 B E &0 L OFEREIS RE

X #R[E1HT(X-Ray Diffraction: XRD) #&#& % I C, @@MROMKIL (v VT
A M) : BEA—AT T A Fr) : B A XA F(FesC)) DEENHTE L OREH D
FREISTHE 24TV, BULPIRERR O G 21T > 7=.

Fig. 4.2-2 [ZRWZRE L m (Lm0 R i O E & s L0 X %
BIG 1 (or)IE 71 2 7 3. X RIS AEIIE, 36 K208 S mmx & S 1~4 mm(X ##
NS 01K TF) & L, [F CBVOUER G CHR b & BEREM & DR LR L. LT

(CRESRM R~ D
X-ray

XRD Quantitative analysis Residual stress or
o’ :yr:FesC

or A X-axis)

------------------ e ORy ( Y'aXiS)

Width

) Length g
Fig. 4.2-2 Measurement area and direction for XRD analysis.
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(1) X BREIHTEEE (XRD)IZ K % 1R R EVLEEM 2 i 0 & 553 Bt

LA XRD(V 7 7 8 SmartLab/GK2)%&i& 2 V>, BERS 1 8 (PS-CF)bF O 4 & #H ik
DEBZHTICHE L7z X BRI E LT, Fe #AIZ-DW\T Peak / Background(P/B) HiZ
B, BIPTRRS B E CRER S 5N D Co Z8M Lz 49, %72, Blagg - Brentano
(BB)DHEHFESZ R % UV, AFHMNZ Co-Kp BRI 7 ¢ /L4 (15 um J& X Fe §8)%
MAWKg#a Sy ML, FEEY—7 2MET D720, 20 =40~140deg & L, &
By (F/NE— 7 1000~ K E— 2 40000 count F2£JE) 72 X MRiRE 2155 720, &
HEHE A 10deg/min & L, o7V U IRIR(AT v 7iE)% 0.05deg & L7z, M
i, VA7 8 XN Y 7 b =7 PDXL2Ver.2.6.1.2 1 KX OVERERE LRSS
—#~_—Z ICSD for PDXL2 Ver.1.1.1.0 Z /. =27 7 4 v 7T 4 UV 7IZEBWT,
o’-Fe & a-Fe TITZ DG XRD A7 h LD E— 7 (LEIFE E BB L
DI, F a-Fe 1ZAT MAERNEE CHUZRBENIETHD Z b,
o’-Fe # o-Fe TRIH L7z, BT, A7 b Z2BENL T e T 7 A4 V2R
DT 4T 4 ¥ 7 &FT\, Rietveld fFRHTIC X 2 EBOHEZ FH L7,
(2) 13 IR B ERRA 55 1 D 5% B 1 E D7 i

X MRS DRI EEEE (U A 7 8 AutoMATE 1) % AW £ i O s 712 1E L
7o XBRIFEIZ Cr 2 vy, HIEEITMEEE, yo —EE(y: 0~45deg, 11 /)T, AR
PR A e 48 CHELE 3 2 ME<E 20 A4 156.40 deg D a-Fe Q1D AEFHEHL,
AT L 146.14~166.54 deg & L7=. FEE O @& WRHT S AIREZ2 MIPT X HR 5 B
5000 count L ERHF SN D&M E LT, EEHEE 13.6 deg/min (FHERFR] : 90 s),
AT 7E 0.05 deg, FREME 5 deg & L7z, I JIEEL -318 MPa/deg IR ET 5
PEEE LC, Y 75 223.3GPa, N7 Y 028 Z W=, T, Vs &
FERAIS 1N Y 7 b =7 Residual Stress Analysis 2 Z V7=, fEATALELE L C,
O v—27 g0 W LARA R, mmAER), © FiRfb(nEYY, Fisbas 7),
@ Ny 777 vy REREMRICET HEM), @ ©—27 3 —F CEAmET RIE)
2TV, BRA EEEREE)OREERIS D AR L.
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422 FERBIOBE

4.2.2.1 FILERRS D 45 JRERK D FF 1

Fig. 4.2-3 |2, U AR KELEM DI B & Wi 4 B AL Rk O Fl 2 =4, MoaefEil
k% EPMA CTEMSHT LIZBEORE AL T2 &, fH@D &5 Al X O0H
REOMMIL, KFENDRLS Mo Vo TFRT7 =74 FBIXMMERKZ~ LT A
FOBEANBER LM CTHDH. ZOHAIE, #2 H TR X 912 a-Fe ® B YL
BNIERTH 72 EHERI S LD DT, 0.35 mass%C (08 TIRIRGMEEZHEL T
LRFITHEVRATET, RELBAIVHKE 250 EH4THD. LHD)D
BARICAZ DML, REFEDMRD TEL < Mo FEDMILHR N TA E M S e )
Sz, KoT, THEHEBRETERELE 7774 FTHD. iLHCE)DALOFM
L, RFENELL Mo BN LT oA MR RO, BEA—AT A
FbHEEN TS, ZHIEHRIET 5 XRD SHTfERN D, TOENDND. H2 &

(@) Less carbon
andrichMo

Tamn

% (b) Very rich
carbon
(Graphite)

(c) Rich carbon
and a little Mo
(Martensite and
retained austenite)

Fig. 4.2-3 Microstructure of PS-CF specimen treated by standard gas carburizing (HT1).
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T Mo REBDILECA ST 2 U RN O R A2 R ~72 K 91T, Mo BFTEL
358 DAFLE L7\ Fe b 1-MEEMRES CTIX, 8% O y-Fe £ T & R FE M EIR
LW @72 a-Fe O B CILBMB T Z &, ETRFNH 5 5E1E Mo OHLHL
(RN RN FBE T, Kil7e y-Fe ODHCIEE 2D 2 &b, HARRELE
HTDHZ L7235 A KO X D REEEO B BMEMIC s 2 L3R Y &2 5.

2O XS, EKEESMOERMIC BTV STV R RV 0 3
A, PS-CF MIXH DI & &M Fa O RS — 2 &BMkE 700 2 & AR L.
FoT, vA4 7y I —RAES bHEBBEMAMOE S OFLE L 2D 2 ER3bn
5.
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4.2.2.2 FHE I OWr i 48R X OWE S R

Fig. 4.2-4~Fig. 4.2-9 |2, &J@AMk G, 05, REWMrm, MAEHWm) B X
QRN LEHETOM S pMERT. 20D DOREAZLL TIZIEN5.

(1) HT1(H A7 %)

PS-CF M2\ T, Cr2EA LAV D REICRKETEIZRD 520, £l
BELORBEIEIL C B IO Mo 2MEHT L= RoeRBEA NI T, BB IICITLER
LT oA BEXOEEA— AT 54 b EHREE T O A a3 R T
D, DERIE, HRFARIKA), KRF(RE), ME(HA)DIRET 2 R — 72X
RBFE~NVT YA FOBER UMM TH D, AFITEERBI OB N R 650y, &
JE IR A KR D A — 722 AR CH 5. SCra20H ([Z2W\W T, H AR IRBULE D 7= %
BRRERLRBCIZE DO RO D WERFEARD b1, £EB L ORERICEIRO
AT A FBLOEORBICEE A — AT 74 MNAGAHEB)DP R TE 5.
ODENTERE 7 =7 14 MBER)YDZWMERFE~YLT A FOBER LHE#KTH 5.

il

(2) HT2(B 22 T2 %« {2 R RFH] 20 min)

PS-CF #iZoWT, #i, #EHI XA, HT1 & RO REEBEAIUE
WTHD. DEFERRD HT1 & [FAROBER LM TH 5. SCrd420H (IZHOW\WT, H2%E
BULE DT, HT1 O X 5 2R EOREEITFED bV, £, REEE LOM
HE HT1 & RO RSk Th 5. DEMERIT, W7 = 54 ~(E @)D
LIS OM EIZFHFEGELTWDEBILND.

(3) HT3(EZE 4L HTIR ik IR IR FERT 90 min, H{bLJE HT1 @ 2 %)

PS-CF M2 2W\WTC, Fifi, REHF LOMAEIL, HT2 LA LAY - TS
BEATKRR CH D . MM D HT1 B3 X O HT2 & RO TH 5. SCrd20H
[ZOWT, HT2 & [FAR, REICHRFEEITROONT, v /T %A FERR), HT2
LV Z2OOKREA—Z2T T4 FEHRMER D O B EER), it X210 A&
BOR) P HER TE 5. DEEMRIEL HT2 L RERT, AMITIEERRICBITL T Y
R AVCImENR R S, WEREA XA MRS ENSTHL TV,
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(a) OM images of surface and cross sections.

Effective case depth:
gmoo 0.60 mm
= 800
A
Q
< 600
=
<
400
PC056,5885502
=< 200 +
(@]
> . | | | Core: 420 HV
0 1 2 3 4 5

Case depth, Cd / mm
(b) Hardness profile.

Fig. 4.2-4 Hardness profiles and microstructures of PS-CF-HT1 specimen.
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(a) OM images of surface and cross sections.

—
=2
=1
(=

o0
=2
=1

Vickers hardness (HV)

L 601 HV Effective case depth:

0.60 mm

400 we®fde®®e0®geel

200 r
0 . ICore:39OHV
0 1 2 3 4 5

Case depth, Cd / mm
(b) Hardness profile.

Fig. 4.2-5 Hardness profiles and microstructures of SCr420H-HT1 specimen.
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Vickers hardness (HV)

—
[
(=]
=]

800

600

400

200

(a) OM images of surface and cross sections.

Effective case depth:
802 HV 0.90 mm
03858822550
| . pore: 361 HV
2 3 4 5

Case depth, Cd / mm
(b) Hardness profile.

Fig. 4.2-6 Hardness profiles and microstructures of PS-CF-HT2 specimen.
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(a) OM images of surface and cross sections.

Effective case depth:
0.96 mm

—
o0 =2
=2 =1
=1 (=

epldecepecaneoTs

Vickers hardness (HV)

400
200 r
0 . ICore: 440 HV
0 1 2 3 4 5

Case depth, Cd / mm
(b) Hardness profile.

Fig. 4.2-7 Hardness profiles and microstructures of SCr420H-HT2 specimen.
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o
(=1
o

800

600

400

200

Vickers hardness (H

(a) OM images of surface and cross sections.

Effective case depth:
1.30 mm

0569550393

ICore: 359 HV

1 2 3
Case depth, Cd / mm

(b) Hardness profile.

4

Fig. 4.2-8 Hardness profiles and microstructures of PS-CF-HT3 specimen.
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(a) OM images of surface and cross sections.

L 896 HV Effective case depth:
1.45 mm

—
o0 o
=2 (=1
=1 o

CeeO®scssecoTeesce

Vickers hardness (HV)

400
200
0 , Core: 459 HV
0 1 2 3 4 5

Case depth, Cd / mm
(b) Hardness profile.

Fig. 4.2-9 Hardness profiles and microstructures of SCr420H-HT3 specimen.
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Fig. 4.2-4~Fig.4.2-9 % £ 12, Fig. 4.2-10 {2 PS-CF # B &L A LA SCr420H D
RIRBALE S O SPERROE L DERT.

FHE S (FR)IZOWT, HT1~3 Tl PS-CF M ZE L T\ 5 238, SCrd20H O
HT1 TR R L DB TH S BN DL TW5D. 2, btz A4 % ot
MEENDFEMICH ARIK LT2Tod Th % BZEEMLE O HT2 38 X OVHT3 T,
PS-CF #4 £ U SCr420H O S AR X BTV 5. SCrd20H 1E, BEZED 7= R
A3 72 <, BEREA K 0 IRINJC 3R O RAT 23D 22 R EE TR I IS BE AR &
W Cr*WRFEET DD e BEZ S,

D AE X (FRARIZ DUV T, PS-CF #4113 HT1 A3 420 HV C, HT2 £ X OVHT3 LA
REDOKI 360 HV THDHZ Lonb, HRARKREIVEERROGTH, OEE S MK
W2 ERbND. ZiE, HT1L @ 900°C TR R 3 L OEHLRFR 180 min & -3,
HT2 @ 1000°C T?i2 &k 20 min 33 X OV HT3 @ 1000°C TDiZ K 90 min Tl LD
CEB IV Fe DIEWNR DN EHEWRL TS, ZHIEE 3 B Tl LR

1000 2

m

> =

T 800 | 116 &

g S

c o

< 600 41 1.2 &

= @

£ 3

< i J S

2 400 0.8 5
(&]

S @)

200 —o—Surface HV (PS-CF) - % - Surface HV (SCr420H){ 0.4 =

—o— Core HV (PS-CF) - % - Core HV (SCr420H) 3

0 . —©— Case depth (PS-CF) - % - Case depth (SCr420H) 0 3

HT1 HT2 HT3
Heat treatmet type

Fig. 4.2-10 Results of Vickers hardness test of heat-treated specimens.
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Bid DFETHL LMD, Tihbb, FHnb CBREEL TWHERM LY, Mk
BL-RIEIZT 77 74 SBEMS T D EEREAM T, MERRIN~D C OILHUZ
N L mEEEZLND.

F 72, SCr420H O34, HT1 OLEEE S 1% 390 HV 7225, HT2 3 X UVHT3 Tl
DEREE X738 440 HV B L TN 459HV TH Y, HTI LV LNITEW. T, Fig
4.2-5()D DU R LB LY, 900°CHFEFD HTI Mo &Mk T =71 b
KL HNLDZ Evd, HT1I A D 900°CH 5 860 C ORI L Y, HT2 38 L N HT3 #F
? 1000°CH> 5 860°C D [EI D7 N AEREIEEIIT LYY a-Fe 3D 7R VRIETHEAN S
Nz HEET D, 77200, RERE SOCTET atyICA>TNEEEZD
5. Lo T, 1000°CRFEFD HT2 38 L ONHT3 #1%, HTI M XLV C OB ITIAL &
N VIRRET, BRIEF D o-Fe 28 HT1 MIE EMTHE T, BEANIC L DIRRFE~ L
TP A MBRHTIMEDZL R0, @ kolztBZBx6N5.

A NiE(LE R S (Effective case depth: K22 HE S 550 HV £ TOR R S)IZ
DT, PS-CF #f & SCr420H 1%, HT1 B LV HT2 TN ETNDHA TIRIE—HT
5. Lo, PS-CFMD@EBEE SN T=REITERM & FSEORRBEAEZA L
TWDHZEenbnd. BEE 6.8 Mg/m® LT O — ki) 728 BE D BERS IR ~D 77 A2
IREVLEE T H AL, Kb O Rl a8 U TRFR L ORI R IR A
LTWSEET, L0 EENRS 2 H D, BT RRK TEHE
DOREREM DRREES OEHEZH L LTWHEHBTHDH. ®EE PS-CF M~
RIEOEE, 1ZIFEHARKIALL > TN D2, REE TOMEEER IZERM & &
bh7neE2 b5, Lo, PS-CFMOEERENHLEIZI D> THEITH
FANCE D TV 72w, BEZRE TR & A% ORRMER L OB ENE L&
FERBIRICIRE SN S, DEICEA D IZo0, BESALAEE M L RED
PEHUZEAV(E Y 3E) 3 H T, SCrd20H & bb~ PS-CF # O A hilifb g 23 45+ < 72
ST EHERIT 5.
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4223 FEDO X RIS I L O B O T

Table 4.2-2

ICEVLVERAS R B

7% Fig. 4.2-2 1277 L7z XY IO X 7RIS
B RO BSOSO ERIIERE ST, ROKBEIET(or)D> D
L BIEMRBIS MM AELTWD Z ENbnD N,

, BVALER

Bofr & LU TR < BEAR A R

D BITBE N EBELOND. £, @EMMONBTIZT TR IERDIENS B

ETEAUVZA NONTHEPRD NN T
T A Fyr)DS 15%F2E S AKRBZ O CIIEEN e &ETHDH I &,

&, HT1 B X O HT2 T3 A — AT

=R 8DV HT3

Tl CBIEFET D i*"IDBK 5%EHOICHTWA Z N5, Zh b DR HRIx

Ak O 4 B AR &

IEHAREE LIT < W,

ZURERTH D,

Table 4.2-2 Residual stress(X, Y) and quantitative analysis results of heat-treated PS-CF

specimens.
Residual stress Ratio of microstructure by XRD
or [MPa] quantitative analysis [%]
. X Y Martensite ~ Austenite Cementite

Specimen Heat treatment _axis _axis (o’-Fe) (v) (Fe,C)
PS-CF-HT1  Gas carburizing -159 -147 84.00 16.00 0.00
PS-CF-HT2 Vacuum -148 -138 84.80 15.20 0.00
PS-CF-HT3  carburizing 72 -99 79.60 20.40 0.00
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4224 BVLEM O ETERER

Fig. 4.2-11 |\Z HT1~HT3 4L L 7= PS-CF #4 O ¥ v /L &' —EEBRE S R 2R3, XD
B DD, HT1 MR RE SR MR D3, PR AE A RER A3 R e 00 Il B A
(WHDEL oo TWD Z EWbND.

HT2 #1%, Fig. 4.2-6 |28 L2 & MR TR LN D IRFIREDOARL—MEICHET 5
RoeaBE AFURLEE & LTI, Fig 4.2-4 (28 L7z HT1 O4&J@#fk & FREIC /L2 58,
RIRIFED Fe O B CHLHIR I 23O EE CRER AR A IR AR — L 72 0, SRR O
XOOEFMREL R0 EEZDLND.

HT3 #11%, LA R\ S RERITE N EE X BN DD, HEEH L 2 RHOFA
ThbbEL R - T AMOERM ERENE TROBMEICHL TWVWD. £z,
HT3 #IZ HTI MB XL OVHT2 M L 0 we DNETH D 203, FeRESEATEIT HTL A4 L0
BND. ZhUE, HT3 MIIRIREE(LE R0, & S8 & < PRz A
SHWT £ TORRNIE D, @SB E(LE O SIRAIIC X 5 Fe O B CILBLHE TEA

10000 | —— HT1(PS-CF)
--------- HT2(PS-CF)

zZ

= — HT3(PS-CF)

Li~30000 |

-g 19.2-19.6 J/cm?

= 20000 |

(&)

(9]

o

£ 10000 |

0 50 100 150 200 250 300
Time, t/ us

Fig. 4.2-11 Impact load profiles and energy of heat-treated PS-CF specimens.
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O BARRROERS M E LR EHERIEND. Lo T, BEZERRIIHARKEF L
EALIER S 215 2 58 I ERER LB PR Th 5 Z & AFFETZ03, 1000°C O &R
BMLFLT C, Mo DILHIS KO Fe D B CHLBE %+ fk LEERS ® » 7 2R S,
£V NEA~D C DAL A ARYE L T, PS-CF BVULELES O .LHE S 36 T OHEZ mD 5 2
EMBERSM TIZTEELZ X 6ND. 2 ETHR2L 91T, C i Mo X Fe KV &M
(ZERHEIT Fe RINICIEEL L, —JmiRRERI TR L7 KR FIRAE T D Mo 12 & 2 End /e
a-Fe O H B A HET 5 DT, BKANS Fe O H OIS LB 2R 2 el 45 =
EDPWMELLERD.

B, HRAENDIKT T2 E TORIT o7 mEm LI, 53 m Tk X 510k
B L O LB A OB OMAERICE > TAECDEBNEEICEREL
BINOHERKEEZONDN, F 3 BT LIFBLEMS L ITRR2BLTHLD
T, FHMZOWTIIA BB PLETH S,
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4.2.2.5 EMIVEREL 0 5 BEAM

(1) BALELES o iy 1 58 S A

Fig. 4.2-12 1 PS-CF #43 X T8 SCr420H @ HTI1 7> HT3 BLELES o il 15758 5k
BRAE R A R T, BEVAESGE D L OEEE SHV)OEEE L Lz, KXY, PS-
CEMOMEIZTHTI £V L HT2 B X O HT3 O F N EL R AHEICH D 2 &b
%. Fig.42-10 12" L7 &L 91, PS-CFM ORI I N EOBNETHED L 720
IZH b B PLEE S X HTI>HT2=HT3 TH 5. Lo T, DEO C Wk
PR BIEE AT Z & TS OFERHEE LTE TR -2, Lo —72
BRAMI TSN T2D, TROLMEM LB E D 7 = T4 MERKIZ C 23 [EH
WL 720, RIROREIT ER o7 EHERIT 5. 513 SCrd20H % & TR
GEHI O S L IRFEEIZOWTHAEL, 0.2 mass%C 3 L O 0.35 mass%C 1ZFHY 35
FMEE XX, ZFRZEN 400 HV BEL600 HV TH D 42 LZRLTND. 2D
2 fEuEL 3% L, SCr420H (0.2 mass%C) @ HT1 7> 5 HT3 # Ofif S 1% 390~

2400
- OSCr420H
(a
= E 390 HV ® PS-CF
~ 2200
© » 440 HV
<
(@))
§ 2000
173}
2
%; 1800 | 361 HV 250 Y
> 459 HV
m ——

E 420 HV
1600 . ' '
HT1 HT?2 HT3

Heat treatment type

Fig. 4.2-12 Relationship of bending strength and Vickers hardness for heat-treated PS-CF and

wrought specimens.
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460HV TH VY, 1FIFIEUEMGO0HV)LL ETH D23, PS-CF#4 (0.35 mass%C) Dfifi &
1Z 360~420 HV TH Y, SCr420H LV HSEMIENZ E B3 b2nDd. Zhik, S
(T8GR O SERIE T o 2 DIzt L, SRECEIE IR S 59 WAL (KAL) IS K
fFL, BICRBEMBEO 2 HEZHICbERESND IO ESZ 2D, LT, PS-CF#
DIRIRIEYE S 28BS4 & L C HTL 7» 5 HT2 ~OEH T, fiiF i L
D, DEREE S ST DHGRIT, BERM & L CEBVLELE 0L ET b C DL
IZE D@ BMHBOREDLE—EREALTNWLTDEEZLND.

¥£72, Fig. 42-1 O —Fr 7277 A LGB LREICRH LI L 91T, HT2 7 bH
HT3 ~DOZ H Cig IFHE % 20 min 2>5 90 min (ZIEIX L7z, 7245 Fe ®H kL
HORFIA] 2 30 L 72 2 & T SCrd20H & A5 LU EDFRAEE L 7e > 7z, Zhuid, FKiuiREE
ICHBIN D ERFELE B2V, PS-CF # OFMTRE TILBEROH#IT I 2 KMo
5L DOEENRKRE <, HT3 TRREPERS 2o THBEKRTICHED ¥
BLTRWEDEZZXD. £, HEHEHEZEICHLT LT, LV PS-CF &
DR #(0.35 mass%C)DIERA D REIZIE SN TN T ERTHEND.
— 77, DESHLARICZZE A 20 SCra20H 123\ T, HT2 72 5 HT3 MLBE~DZEH |2
KXW MERTIL, RREZES LEZ S ER/EEZH0 EHB IO
PS-CF # & [FIARIZ IR DFRAA— AT T4 FOINIER T EEZ12605.
(2) ENVLVELRS O il VT 55 58 A

Fig. 4.2-13 (2 PS-CF #f @ il 7% 57 58 L 5l A5 2L & L T, Bending stress-Numbers
of failure(S-N)#EX 2R3, T Z TISJIBEZIL 40 MPa & L, H KBTS /T (0ma) &
980~1180 MPa £ TZ& LS H7=. K5, oma= 1020 MPa LA T HTL 776 HT3 £

I

T T FFMICRKZZ2 <, omax= 980 MPa COYEJ7 Femix HT2 23 b EIL, HT3 23
HHDLM, TORELHOEHLRENWZI ENRbroTz., ZHIFHEIC L A2 REEOI
MEHOUIRHEL L ORIKBIESICE D ZHWEZHEOEZRICERT 20 L5
Abid. b, BRGEMEZ T ARKO HT1, HA5RRKRO HT2, HT3 AR L

TWol- b 2 A, BEZ8E R T PS-CE MO T IRFED M LSRS08, JFEImeE T X
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HOFEAFFm0 & O RHE 2 T 2 RBHEMOREBICKRE S EELZITTWD
EFEZDBN, HEVRLEDRARLNLRNI EDRDhoTo. EDT, BULBIZ L DG
THEUBHMEHOWAL A TETCWRNEEZZ LN, H2EBIOH 3 ETHR
FLTER LI, MIRKFIRETO Mo 12X 5 @i o-Fe A IR A FERTIC
AR EED 2 LN, BIAREICEN TSR E S D DA THD. LL, Fig.
4.2-3 THEMER) 72 7 AR R D& ROV TR~ 72 91T, dHE LR FE 035
mass%C) % FEHE|IZ RS Z IRET 5 72, MRS T Mo WMFET 5 & & o-Fe D H
CHEBESR T - T RIXIRR AR E 72 5. Lo T, BIROFNI ZIRBEREAT
T —FTu T A VZBIL, Fe BEIORC 2 +0IEBSETHBIRKRT H I &
T, VB —TLE LERRBEANEBAGONDIET THD. £, H3ETIES
T2 F B IR DR & R DR G T ORI BE 1T E TR END. Ko T, KEIT
(T ZRBERE TRE A IR AN RIR BV A Gt 5 2 L & LTz,

1300 ‘
OPS-CF-HT1
- X PS-CF-HT2
o APS-CF-HT3
= 1200
-~ I
]
bE XOKRA
¢ 1100 XA
[¢D]
= X BEA
(@))
= A XX /N
= 1000
@ A O JAN O X X
(af]
900
103 104 10° 106 107

Numbers of failure, N/ cycles

Fig. 4.2-13 S-N diagrams of heat-treated PS-CF specimens.
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43 WRBREWEIC L 28BN L SBEROE L
43.1 B I X OB IE

1= IR A D4 B AR RIS K OV AE C IR BERS (2S) D2 A Bk b9~ 2 720, Bl ® O Fig.
3.2-5 (2R L7 A AR ERBF 00 ff 1 5 Rk R ComEE 1) Lo IRy A b7z PS Seff:
1025°CLL EIZiER L, “IREEFREZDR A KENINZ 72 5 PS FEf# 20 min, pps = 7.4 Mg/m®,
CF fif #1200 kN T#i&E L7z por = 7.8 Mg/m® i BR 712 28 &0 L7=. 28 BEfIx 3t
ZERE L C 1 RRNCEE L, 2S EE(Txs)% 900°C, 1000°C, 1100°CE L7=.

Fig. 43-1 12, BIRREVLESME LT, SRERFE(CPL3%), 2S BB LN
PRI 2 I LD L AEZ2iR % & L7z HT4 (High carbon vacuum carburizing) &,
HT4 O 12i2 % TR %800 L 7= HTS (High carbon vacuum carbo-nitriding)?® & — k 7
R7 7 ANERT. ZIT, RREFKIC CH & vy, EZEEIXHT2 B8 L O HT3 &
[F CELERIF 2 FIVWT 30 Pa LA R & L7z, JE I, CPiE% Fe-C R IuIRREXI D& A
A MRS B AR - Acm R B D y-Fe R FEAAFOE 1.25 mass%C (950°C) & FEHEL L,
1000°C T CP1.3% =ik i = ik 23 P b4 SCra20H oD i 57 570 B s L OV EEREE L
AR LR T D M9 42 FiC, BB E ORERE I REER 1, #HRAS SCra20H &
[F55E DIRRBEANEE T 5 Z L 2R L TNDHDT, HTA B L OVHTS 12 CPL.3% %
B Ui SRBMLE & 3K 22 7

F7o, BHEA—ATFA Fr)DIHIE 45 412 415 41013 REEEEEG XN TV DS, yr D
BIME O 5 X ZFERAICTE 9 2 FHI 03 2 T 415418 2 = ¢ HTS Clidi@mw L v
2\ yr TEEZ SO, BERVNALT oA FPBRIUERKEA XA N TREOME S %
MR D2 LDTE D, RRBE~ERIZRRFZMVERZRASE TREANT L FEE
Az, 22T, BERRIREFIICET 5 RN : yr [%] = 27 (C+N) 417 4184 A
VY, yr=40%FRE %05 T CP1.3%, N(NH3!IZ L 2)0.2%& Liz. £/, WL
J& DRI K OERE AL DERIRAICA RN 78, 2R 5 min, #E13n (n=1~8) min THX
HIIRETH] & BEBE AL 0370 R 419 & LTz,

BN L OBIEIE, 42 B1ERSGMHT, vy L E—ERERER, SO B
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EBLE, Wi OeRAHRBIE, v~ /ey — A SHV)HE, XRD ICXHERE
3HT(-Fe @ yr @ FesC)d KOS IMIE, EPMA (2 X Do 0w, dhid Ak
B, TR A e L, AR 2 LG L.

Tempering in N,
180°C, 120 min

c 1000°C 850°C
900° ‘ )
2nd sinterir|g 860C
(Cracks o ‘
Preheatiniz | Soaking | vanishing) | Carburizing Refining
30 min 30 min | 60 min 150 min 60 min | 60 min
120 min CP : 13%
15 min 0.Q.
— 70°C
Pulse carburizing:5min 55 5 5 5 5 5 5
Dispersion; 3n min 36 9 12 15 18 21 24
(a) High carbon vacuum carburizing: HT4.
Tempering in N
1000°C 7 180°C, 120 min
~900°C
2nd sintering
(Cracks
Preheating | Soaking |vanishing)| Carburizing Nitride Queching
120 min 30 min 30 min |60 min 150 min 80 min
15 min CP:13% N :0.2% 0. Q.
| 70C

Pulse carburizing:5min 55 5 5 5

Dispersion: 3n min 36 9 12 15 18 21 24

(b) High carbon vacuum carbo-nitriding: HTS

Fig. 4.3-1 Heat profiles of advanced vacuum carburizing.
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432 FERPBIOELE
4321 BEFERHRPS-CF)A ~D " IRBERE (2SI X B e h) b 2h %

Fig. 4.3-2 |2, PS-CF-2S # O 3 v /L & — B BRAE R 2 7R3, KK 0, PSIRE 1025°C
B LU 1050C DA, 28 HE(Txs)H 1000°CLLETY v v v — @ EAE (W) A EaFn$ 5
ZENDLMLY, Wk TA437 J/em? IZEE L2, % 3 D Fig. 3.3-3 IR L7 PS D
EERE i TR 60 Jem? TH o722 LD, BEEM~O 28 1T X 2 FERE O R
BIF ERRD HND. 0O XD RO TEWEBRENSG LN O%A, RV 1
DMENTIRY BN S 728 Fig. 4.3-3 1SR T X 9 IR, U FIRICEBEL LR
FNAE LT EFEFRABRE T L. 20720, HONTEHBEIIT 57 > eVl &
DEBERALEINTODLEEZLNDLY, FHIEZ R R X —L ALz, &
72, PS &/ 1050°C, 20 min D356, Wt BfafnL, O3 K 2 BHELR
ZEZILTWDHONR, 2SIRE 1000CHE L 1100CTH L Z bbb, 6T,

Fig. 4.3-3 £ U PS 5§44 1050°C, 20 min & Fb#Z L, PS 544 975°C, 20 min THIXH

500 PS875°C, 20min
N O APS975°C, 20min
g 400 g g % PS1000°C, 20min
2 A ©PS1025°C, 20min
S 300 ¢t O OPS1050°C, 20min
>
=
< 200 |
(¢D]
©
S 100
=
- 2S time : 60 min

0 1 1 1

800 900 1000 1100 1200

Second sintering temperature, T,s / °C
Fig. 4.3-2 Charpy impact energy of PS-CF-2S specimens (pps 7.4 Mg/m?, CF load 1200 kN).
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pes: 7.4 Mg/m3, PS:975°C, 20 min prs. 7.4 Mg/m3, PS:1050°C, 20 min

Fig. 4.3-3 General views of PS-CF-2S specimens after Charpy impact test.

DETH LN 28 WE 1100°C TRIFEOHMEETELZ AL TWVLZ Enbny, =
M Fig. 4.3-2 OEBEOME E FBERVERTHSD. LoT, PS & 975~
1050°C, 20 min THILIE, 28 5 1100°C, 60 min Ty OEMEE I HE & 15 C fif
BEZEMT S, $2DL0ETOREMPREDOREIZRD EWVWAD. FFIZPS
A% 1050°C, 20 min OFE, 2S 544 1000°C, 60 min 230 F TORER: & I B O
RRBICT LA 2S ODMEASHKEE R D.

22T, ZOMREOKERE EICONWTERT S, FrEThIZL oL, K
BEft L 72 BEE T, Fe BRI H2AMmERE 1 3881E & D L/ WS, Z OHEflER T
IR D> Mo DN B\ VEIK T O Ed 7R a-Fe O H YL E, C 3 FB X% 0.1mass%ll b
TEIET 5 XIE Mo A0 72 WK COKH 7 y-Fe B S LB E 08 4 thiE ST 5 &
Ex bbb, Lo, EfE TOMEER, Fe bl FMBEMmMEANSEEICHZL L, Zh
F MR OREITATE LT E EFXALONEKEITIEE L Tz Mo bLAsliEkhi 11248k
FiL, Mo Uy FEBFIITERIND. D&, 52 HETHE XD ITHRIKRED
Mo U v FH Tl y-Fe 28 a-Fe (2L T %72 420420 g_Fe R4 O @il 22 (R YEHAS £
ERDEBRZDND.
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F7z, WO BRI IX 600°C T, MEHREIZ LV INTEN G < 7225 & i
FEIXTA2 Z LN BN TE Y, FARBRO RS IR TR SR IMRIE T 5
D, RENETED LMK b ZE 23 4+ Lo T, 28 & 1000°C, 60 min ThH LT,
W 7R EiR LB D 7o, WAL b HEERIEO ) b &R O RN Z 5 b o &
TREN5.

% Z C Fig. 4.3-4 12, RO Fig. 4.3-2 127~ L7z 2S 444 1000°C, 60 min 4 D4 @ ifH

(a) PS conditions: 875°C, 20 min. (b) PS conditions: 975 °C, 20 min.

(c) PS conditions: 1025 °C, 20 min. (d) PS conditions: 1050 °C, 20 min.

Fig. 4.3-4 Comparison of optical microscope images of PS-CF-2S specimens (pps: 7.4Mg/m?,
CF load: 1200 kN, 2S conditions: 1000 °C, 60 min).
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W PS R LB LR ERT . K5 PS 4 875°C, 20 min (Wt= 170 J/cm?)
X0, PS %M 975°C, 20 min (Wt =377 J/em®)DFE SR HANL L T\ D Z bbb,
F72, PS M 1025°C, 20 min THAFEARLOMMLAN R S5 2%, PS & 1050°C,
20 min TIEREARIAEFREL RO TND T ERDND.

ZhiX, CF #OEELEHEMKICE T 2R TORER a-Fe DHCIEHTH-ThH,
BAMSE CIED N D BB 100%OEE L1382 0, R o B S fE 23 (R E
972 O LR SILNEET 22 L0 0, L0 @ROIEBGGNLE L b2 L5
AHND. LoT, HEIZ L0 RFREAMEAEN PS DAL LKIEIZEML, i
I Mo Uy FHE BN L7722 &, & LT 2S iR 1000°CLL EIZT, Mo B3\
AL T a-Fe DHOCIEEDNEDLIHI CHA L Z & T, BEESREMICBEINTZEE X
5. ZAUT Mo RGN A 7 LRI & @M L7z PS-CF #~D 28 72 5
TIX OB & RO RE KL OERAER FBSR EHRT 5.

Fig. 4.3-5 12 2S MO 7 = F o Zlrmisiak 2 ~9. K25, PS & 875C,
20 min OEH#EFFIZ 2S T 1000°CLEE L7256, B 6 M8 um BRI ORU N & &3 5% -
TW5 25, PS &4 1050°C, 20 min OMmH#EEIZ 28 T 1000°CRAEE L7156, MUhE R
NIR< 720, [ADBERIEL TWD Z 005,

LLEG, RIRERC Fe OHCIEFMEZ L 52 EOBEEEI RSN, &
> T, EEE PS-CF#~® 1000°C, 60min T 28 |2 L DILHAIEHEIL, Fh O KIE
SR KL OMBE I X o TA U7l & HAIEBEA IC K VIR S 220 R &2 F o
t&EZbNhS. £72, PS, CF, 2S £ TCOILRICBWT, Ll o4&
SR AT PS-CF-2S M2 FBLL, i< RIKBUWEL TRAZAMET5EB 26N
D.
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(a) PS conditions: 875°C, 20 min

(b) PS conditions: 1050 C, 20 min

Fig. 4.3-5 Non-etched core areas of PS-CF-2S specimens (pps: 7.4Mg/m?, CF load: 1200
kN, 2S conditions: 1000 °C, 60 min).
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Fig.4.3-6 (2, 2S ALPR L 72 PS-CF M ORBHWra I 1T 5, JLBEEA 1T X D70
ZHOMHRIREN B TE 2 SEM A2 R~7. KO EAFROKERINS, RS
9725 FIZK Sum A-7= & Z AT, KR ZHOBE B 2 52 okl 72 Bk
ALK BRZIS > THREF IS > THATWD O bs. £, IREIKS
um F TOFEKE Y T o/ BMAME, BRI L2ERRILPENIBEL TWDTE
JT, B TEBELSNIREE RS> TWAEZ ENDNE. Lo T, MmN
WG CHEESN, TN 2SICEDIMHEAICLVIEAEL, SOICEMNMEES N
PR RALBERRAL LR R, W TEAZHMER b7t BE 2 bhb.

SED 7.0kVv WD 105mm  Std.-PC50.0 HighVac. [81x4,000 5pum

Fig. 4.3-6 Cross section image of surface layer of PS-CF-2S specimen (pps: 7.4 Mg/m?,
PS conditions: 1050°C, 20 min, CF load: 1200 kN, 2S conditions: 1000°C, 60
min).
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4.3.2.2 th REVLELE 04 @ FLAk S K O & GEAM

Fig. 4.3-7~Fig. 4.3-10 |2, HT4, HTS M O&EHikGm, O, REBWm,
FELTIRD) 3 LR E D HOEE TO S/ Hi & ” T

PS-CF-HT4 #1%, KRB LI OREMITHER L~/LT oA FERIR, KE), #
WARR OBRICH D yr(E B L OHMIE X > % 4 MRL(A BRI PR TE 5.
%72, HTI~HT3 ¥ AL, C 3B I Mo B0 LAY — 72 & @ik s 72> ¢
WD, Ty F U IR DEBDOREEN DR, HTI~HT3 # L0 138 —72R
RBEAIVBER LI CH 5. AHIEREISHM At A 2 A4 MRisTH L, %8k
ENZ LD mE L L OEBIF M OfElr THRICH —ReBAEM E 2o TV 5.
DA D HT1I~HT3 # & [k, KRFE~/LT 04 b OBER LK TH 203,
SBMAFANDO C RSB L TEBY, LVMEIEHIn TS &b
5.

SCr420H @ HT4 #13, Kifidks L ORI HER L~ T A FEHR, K B),
FRRARRR OBREIC® 5 yr(A BB L OB A 7 4 MRL(HBRR) 23 R T &
5. Flo, AANPEERRICBIT STy VHRTHENR R S, AREAH
A FRZEHTHL TS, 21U, CriZ R OB 2R ET 5 ek 427D T,
Mo KV b=y VR CTHBRRMIHA LT WD LB HLD. LI,
KIRFE~NLT YA FEWEHET =7 A4 FORGMEME o TV H 0, —EIZER
774 MEBEFEL TS,

PS-CF-HT5 #4113, B L ORBEHIZHMARER L~ /T ¥ A FERK, &
), SRR OBRIIC H D yr(B )R L OHHIE 2 v & 4 MRL(EGRIIR) DR
ET58BMEKTHL. AHBEETH D5, FIZ C B LU Mo OIFET 34720
BB TH D, DI HT4 & RIEROIRIRFE~ LT oA b OBER ULk
Thd.

SCr420H-HT5 ¥ &, KB LORBIIC~ LT V1 FEHR, Z&6), $HRM
OB H D w(AE)B LI O E A ¥ A FBHERTE 5. AENEZER R
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BT 2=y VR TEEIRR S, MEREA L Z A NEAA)BRZEN LT
WAL DEAERRIE, IRIRIEEE 10000C DB A 1T T C DWITIALEN L, Fig.
4.2-5 2R LTz HT1 O H AR IR LR T = 74 F&IZD 7 o T
L2 ENbND. Lo T, RKRAIO 2S 2 X DI TREBMIE, $51Z PS-CF #1C
FEMEEZLND.
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(a) OM images of surface and cross sections.

g 1000 - 806 HV Effective caie?ge;ri']drl[;
Z 800 G
L
-§ 600 -
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400 -
%@%ﬁ@@%@é@@ﬁ?
% 200 ©
= | Core: 388 HV
0 1 2 3 4 5

Case depth, Cd / mm
(b) Hardness profile.

Fig. 4.3-7 Hardness profiles and microstructures of PS-CF-HT4 specimen.
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(a) OM images of surface and cross sections.

< 1000 L 839HV Effective case depth:

E 1.40 mm

% so0 B°
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8 %

-52400— et s T e 008000 @

o]

ﬁ 200

> 0 . Core: 361 HV
0 1 2 3 4 5

Case depth, Cd / mm

(b) Hardness profile.

Fig. 4.3-8 Hardness profiles and microstructures of SCr420H-HT4 specimen.

- 131 -



(a) OM images of surface and cross sections.

Effective case depth:
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(b) Hardness profile.

Fig. 4.3-9 Hardness profiles and microstructures of PS-CF-HT5 specimen.
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(a) OM images of surface and cross sections.

9 1000 731 HV Effective case depth:
E 1.30 mm
wn 800 TF
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S 600 T ﬁmgg
g
400 |
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(b) Hardness profile.

Fig. 4.3-10 Hardness profiles and microstructures of SCr420H-HT5 specimen.
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Fig. 4.3-11 |Z PS-CF #3 L OVRHIAS SCra20H D i bk BVLFR $% oD il & A 7E ik 5 D
FLOERT.

X5, REE S (FIWSDOWT, PS-CF # D HT4 35 X OV HTS LB T, ZE
LTEWZ Enbnd. wEOFEMIIZERT 525, SCrd20H O HTS #MidHE b
YR(45.5%) DB TR MM S 28 HT4 M LV IK< 2> TW\W5. PS-CF #1211
mass%Mo 7%, SCr420H (1% 1 mass%Cr 28 A>T 5. AU 1 mass% T2 & JE
APEREHUE Cr OB FARN 419728, Cr A MRRIT Mo S AL Y v 2 HE 0
SELNENTERLS, AT A FE v DFEBEE 2 DRIKEOM S KT S
HEBEZOND.

DERAE & (FRARIC OV T, HTS ALPE L 7= PS-CF #41%, HTI~HTS5 LPH o T
WD 462HV Th oo, IO A, K 0.2 mass%Is K T 0.35 mass% (2 AH Y
THM S, ZHEI 400 HV BEL W 600 HV*PTHDH. K -T, HTS LB L=
PS-CF # DL S0, o3 PR Ref 2 fefr L7272,  SCr420H DEEHER) 72005

1000 2

0

> 830, b=

T 800 ¢ o o1 116 2

A 14 T X S

QL 1.33 13 Q

< 600 1 12 3

< 9]

< 3

4 i i ge)

I 400 0.8 S
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Fig. 4.3-11 Results of Vickers hardness test of heat-treated specimens.
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B X400 HV)% EREl>72 LB 2 i, @SWESROREN R TE 5. HT4 BXI O
HTS5 #LEE L 7= SCr420H O Ll X 1%, HT1~HT3 LM O H THRIKTH - 7= HTI
(BYOHV)Z B |Z FEIAfEE /e o7-. ZORKAZBLRS S L, Fig.d3-1 Db — 7
T 7 A MR LT X 912, HT4 3 KOV HTS AT 1000°C TR, — BAFNOH]
FIZBE) L THRICKEIR L72ERIZ o-Fe 23T L, D% 860°C~DINE T RELE
NI XD a-Fe FRE LICIRIETOBEAN LR o TV S T2 LHENIT 5. £ DR,
Fig. 4.3-8 3 X " Fig. 4.3-10 O B 00D X 912, BREOS HlEHE T = 7 4
RASHRKLIE LT, FRRCOHTH L THEIMELS RoTWnD B2 LR 5.

BN B & (AR T, HT4 O34, PS-CF #5 X T8 SCrd420H 1X1F1F
—E+ 5. L»L, HT5 %6, PS-CF# D J575 SCr420H X Y iR &A% 0.26 mm
B> TWD. ZhiE, Mo DM Cr X0 B TFREANGEE I EL, BREICLD
AL JE T LIAD D R 2N S B FERERE M IC B RBLL T\ o &EZI BN D.

LLEMS, —WRBERS, MRS L OV R O A RSO MIC L Y, PS-CF-
HT4 1 L O HT5 M3 st L MBFEORKBEAEZ AL, +45457%2 C OIEHB LT
Fe D HCHLHUZ X0 DS bEND Z L3 o Tz,
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4.3.2.3 t BREVLIRIR £ O IR IG ) 3 KOV B AR O # Akt

Table 4.3-1 |Z HT4 35 X OV HTS BVLHA R MEIZOW T, Fig.4.2-2 \Z/R L2 XY /7
RIS B X OR m A B O LD XRD EESWFE R 2 RT. £#005, PS-
CF M O FKm B I 71134 TJEMIG 71T, HT1~HT3 #4(Table 4.2-2 /) & K& 72
ENRNWZ ERNDbND. Ko T, HTI~HTS L O3 7% 86 1102 X 2 B 4
PE~DEET, BE LRI TN EEILND.

Fo, @BMMKIZT TR, XRD EESITIC L VG ONIERLE2~L S, HT4
BELOHTS TEAVZA FOFHRH D Z ERNONDH0, HT4 BRFIZ L EITHT N
LTCW5%Z &, Table 4.2-2 1278 L7 HT3 @ yr 25 20.4%I2%F L HT4 O yr 1% 23.4%
EREMRENRNT L, HTS @ yr B 35% & %< HTW 52 SCr420H @ HTS #F
(45.5%) L Vb7 EnbnDd . T, BEAMEMEEH Cr O 50 Mo X 0 #ETHK
W MO0 Cr A FLRRIE Mo B AR LD yr Z NS E ANV T &2
K45 LHEHEND.

Table 4.3-1 Results of residual stress and quantitative analysis for heat-treated specimens.

Residual Ratio of microstructure by XRD
stress uantitative analysis [%]
or [MPa] a y
; X Y Martensite  Austenite ~ Cementite
Specimen Heat treatment _axis  -axis (o’-Fe) (v) (Fe,C)
PS-CF-HT4 High-carbon - 98 -100 64.20 23.40 12.30
vacuum carburizing
PS-CF-HT5 High-carbon -91 -143 63.30 35.00 1.70
vacuum carburizing
SCr420H-HTS | 1 ... ding -100  -119 51.40 45.50 3.10
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4.3.2.4 EREREZERRIZEM R O TFE A

Fig. 4.3-12 (2 PS-CF-HT5 # O 2K J@ k¥ i 0 EPMA Mo #ra R 2~ d. Kb,
REIZEY, E(hO L RS EHENEENRERISNDDOTIERLS, RENDLE
FENEHRBLTCNDZ L, BXOZFOEINEZHENDS 100 pm BE &b d

Z DOFE R % Fig. 4.3-9 O X543 L O Table 4.3-1 ORI OFER & TH D
&, HT5 WP TEE BRI RM FERICER~ T oA FEARKL T, &
RIZED C Z#NEICHARELEEZ L VIR L, FHREICIY KRBT Fe-N
FICIREEN AL L y DR & AV ERESA AKX TFEE, C LI Ms HE TIFD
424-420 7 L CHXIE R EIRBEANIRIE L 20, wEHEINSETNWDL E DD,

Ace.¥(kY) = 15.0, Beam Size(um) = 10, B.C.(uA) = 0.20, S.C.(nA) = 17.38,
Scan Mode = Staze Scan, Step Size{um) ¥ = 10.000 ¥ = 10.000,
Data Points = 256 x 128, Area Size(mm) = 2.56 x 1.28, SamplingTime(sec) = 0.12

Surface «—— > Core 8713

Case depth:1.56mm

a 500 um Fe Ka H————500 u
Max.:45216, Min.:344, Ave.:961 Max. : 9460, Mln 10, Ave.:8326

Surface «——» Core 105

Surface «— > Core

100 pm 19

Mo La 500 um ——— 500 um
Max.:1127, Min.:0, Ave.:83 Max.: 116, Min.:20, Ave.:67

Fig. 4.3-12 Element mapping images of cross section of surface layer for PS-CF-HT5
specimen.
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43.2.5 th REMLERRT OO B E R A

Fig. 4.3-13 (2 PS 514 1075°C, 60 min, CF {ifEE 1200 kN T® PS-CF 44 & {&5A4
SCr420H % ZiLZ 4 HT4 35 L OV HTS LB L, MEERRER 21T - 7ok 5% el o PS-
CF-HT1 M OFER & Hmd . B D, EEREW)IX PS-CF-HT1 #23 & b 2 & A3
g, Zhix, iy bRRELENE O RIS D, F72, PS-CF-HT4 #f
b HTI M ERILANLDOE DG H L0, TRPER LS W20, EREEARFMICED
DENRKENVWEEZ X HNDH. PS-CF-HTS ML, ZRAEE TOMAMEIZH YT 25K
KEEMEEFE)N K b EWI ENDDD. PS-CF-HT4 #43 K ONF HTS #40 Wt 73 HTI
MUT &7 o> T DD, IRRELIE DR S D38 L, 2S OILEHEEE T X 5ol < 2
DIHRB LOKALOEREN TE TV T HRBO T ZEREENHNTZD, 7205
R E T 2 S HEZHERE WO LB 2 b5, &2 TO HT Ml 2 i
EOBINT £ TOWIT > I-HEELIIE, HTI~HT3 M ERERICEFER B2 615
B3, B 3 OB L ITA LN R DBGETH DL OT, SBRHAVBMLETH .

F7z, M D, PS-CF M OFEEREEEL, BEREMRRE@), Fil X0 w2k T, [FH
U HT5 ¥ T SCr420H K W N D Z & 3 ER TE 72,

—— HT1(PS-CF)

40000 r o HT4(PS-CP)
E 13.1-14.8 Jjeme 11:8-19.4 Jem HTS(PS-CP)
™ 30000 44444444444444444 HT5(SCr420H)
[qe}
2 50000 19.2-19.6 J/cm?
=}
[qe]
o
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0 50 100 150 200 250 300
Time, t/ us

Fig. 4.3-13 Impact load profiles and energy of heat-treated specimens.

- 138 -



4.3.2.6 EMILEREL o> gl 1 F 5 ST

Fig. 4.3-14 |2, 8 O PS-CF-HT1 #4 & OftC HT4, HTS #F 0 il (F 5 B 5
BB LD S 25 L, 352 PS-CF M ORI 50 L7-. W25, SCr420H
(T R LR S A B A <, Bl BRE & A 2 (k8 VR S (HTL: 0.60 mm,
HT4:1.40mm, HTS: 1.30mm) 3N HEH L TW D LB X 5. T748bb, RRE(LEN
L Do, MIMEHARAE L CEANER LG <, T OREHIT MmN
KT oLHAbND.

PS-CF M3 28 ¥ & ETe HT4 B 2925 2 L1280, sVl mEN G
T ZAUT 2S IZ K A INHURHE T A b bR R v 7 ORUE, WOl X RS B
K ORI OERAL DS, EDOHDZRRBMBZTENL T D EE X 5H. HTS IX HT4
IIREZBMULT TRTHTS L0 BITIBAEA TS LB X b, (O SI
PS-CF # & L Chem 22 M i B 1T HT1 FREECh 5. Ziuid Table4.3-1 [T LT

2400
- OSCr420H
a¥
> § 390 HV ®PS-CF
& 2200
5’ 15.6 J/cm?
S _—
o 2000 r
17 388 HV
(@))
=
2 1800
b 19.4 J/cm? 14.0 J/cm?
@ 420 HV W62 Hv
1600 — :
HT1 HT4 HTS

Heat treatment type

Fig. 4.3-14 Relationship of bending strength, hardness and impact value for heat-treated
specimens.
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£ 91T, HTS T2 b biRRIRENFRFA DRIEITE D 0 yr 320N 2D O 1T 58
JEARR L HEMIS 2 . 29 1d, SNCM RiR IRIZEM DR JFITEK SN DL ED ywriT,
9T RO EE T~ AT oA MERZEZ L, SRHZEHIELI0R
(B 77 X HOIERE IR D D728, yr 139 J7REITER B L KT S 720 &t
FTnp 4,

EEEARB IO 2SI2X Y Fe ® B OB Z KIEITIRE L, &4 8O M
TRZEE LT HT4 F KO HTS BRI, BVLEER O RE 4 i L 7258 IR E
72, TR D HT4 & O EME SN D HTS OES &2 Z O FRE R TH| 3
L2 EEFNETHL. LoT, REBIETH D IIRE T, KB OB+
wmTbZ e b L.

Hﬂi
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4.3.2.7 S REVLERES O dl 9 57 5 A
Fig. 4.3-15 |[ZEVLEA O # TR 57 ERBRASE R & L C SN 22~ 3. Kb,

IR U F5e K H T T BB (0max) 2 1060 MPa UL |G, PS-CF #41% SCrd420H L » EFHm D
LD L H DA, HTI MEB X HTE MR BB TWARWZ 80D . ZOfE
7> 5 Fig. 4.2-13 @ HT1~HT3 M OEITHABRER 2 Z O TELT 5H L, HTI~HT3
MITREILIE 2 HTA M L 0 < EF AR TH DI bbb T, #EIC L 0 Ak
SN EHKDPIEBIESIC LV HERTHDETICEL RN 272 EIZLD, M,
RSB 35 OV T R IS BEAR 72 < HT4 MIAERICEN 7258 73R E NS Sz hr o Tz
EEZLND. T2, 2SEZE AL HT4 M TIZyw S HTS 1 L 0 D72 <, ol
HE A2 A FBIEFIZEL VN (Table 4.3-1 /). S HIC&BEMABRICHEBRE A%
A4 M bR BN(Fig. 43-7 2/R), RmHICRELZEANER LG WV ch o727
O, BENTETREZRON RN B OLND.
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x
b& AO| QORE» O
¢ 1100 A
[¢B]
= a oA O
= A AT O
S 1000 N
5} O A A O J)—Z—F
m
900
103 104 10° 106 107

Numbers of failure, N, / cycles

Fig. 4.3-15 S-N diagrams of heat-treated PS-CF and wrought steel specimens.
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RIRIZBENIIZ LY, & b{bfE 2% < L7z PS-CF-HTS M1%, & b RFEH Fe 23
HCOPEE L, Febi +RmEIZfTE LTV C 2BERE 4B AR 2 RIZIADY 0 LT X
NiE EIRoT- B 2D, £z, Fig. 4.3-6 [T/R L7228 (2 K D000 & R oy
2, BRI ENBICL D ZB0 R TREBOEG EHOERNREZHALTWDHED,
AFA L 72 PS-CF Mt The b7 ICEN TV D EHEWIT 5. D72, PS-CF-
HT5 M3 # T 5RE MRV & 230 63, JRI7IREIT HTL M XV B LB T
WhHEBEZBND.

LLEMND, 28 THMEED C, Mo DHLHII KU Fe ® H OB A REES 5 2 &
THME HEEESEZ ETRALZERRILL, SHICERERIEORERIKIRE
Tk AR L, ER~AVLT A Fev A Z A N THWRIAZGT, KH
F—=ATF A P TREOZZERZIMGIT L2 LT, HTS MILmE 7 meE % 28
LickZxbnd. Fio, EHREICEZEZRFTSIRVNKRBOKRKREA X4
FD I EFEE S HIfFTE 5.
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44 HEE
& JE AR O UUE I L ORE O & ZIE R I X MR E L LS E 5 HBY

T, AEM(—REEREPS) 1 1075°C, 60min, 7.4 Mg/m?®, HREIEEIE(CF) @ 1200 kN) T

VESL U 72 BERS (R R #EOE (PS-CR) M IC A TR R BV A i L, HRMEZ2 A L7z, £ DR,

HARR, HIARRRKR, RPN %2 3 e AR KRB L UORERKBELHE T, 2R

FHA% & BRI D2 b3 KO 9 RS 1] BRI HOWTHIAE LT, G5l

FUTFDOERY THD.

1) mEEREMSMmBEEMIX, TARRBIVEZERRLHEIZENT, B
SCrd20H & [AI5 DR RBEANMELZ G T 5. ZHULEEEAL T Fe R [ 42 fih i £
DM U7 % OBSLEIZ LY, Fe DHCILHMMEE SN0 EEZX 6N 5.

2) & RERS ¢ B R~ D R BERG (2S: 1000°C, 60 min)i LV, LEBE T C,
Mo, Fe OILHANESR, #5iE TR IZA M S AT HO 20k fL & RN iz &1
KOWEEL, BEKADERRIE L Z & T, BN EEM 437 Jem? 235 Hiviz.
T, 28 JLEE L 2R W BERS A O e RTEFERAE 65.9 J/em? & LE~HRD Tivy. 2,
EE AL T Fe b 7B mAE SN L 7212 O R BERS DB, MKKFED Mo U
> FH T y-Fe 28 a-Fe IZZbT 5728, o-Fe FiA Omd R R Itfn £ & 720, B
EBMEEI N7 Th D,

3) (S L REAS v BBE A ~ D IR E IR R TOEZRIZELIIZL Y, HETO
Al & A ZPLBEES THEA S TRIALZERIE L, MEREMEICAF]ZREKE A
YEAA M EBUMOWRmRB I OEWEEE L b, REIEEA—AT
FA MR AT D 7o & SR & I W AR 2R o O R EE BERE B & EBL L T2,
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BSE  BEEGESEEM OB E/L FEM #HTE T /L OREST

51 #&S

MRDORRIER L OBERE IZBA T 2 AT ITIE, KRR & Z DA, R ORM:, EEE,
B OFELA, K7 OEBYEZS I, [EFEF L ORI BERS & € OBPLEIC X DR /55,
SALBIR &R 72 E, ZEOERFMER L TR Y, RO RETGITAR ~ 75
AT FIEDN R SN TS, BERMEHCBI T 2 i il & LT, 6—FEiA
(First-principles calculation), 43 1-8)/)“#(Molecular Dynamics: MD){£, 7 = — X7 (—
JU Ri£(Phase Field Method: PFM), <& 7 % /Lt (Monte Carlo: MC)i%, HREEFHEIE
(Discrete Element Method or Distinct Element Method: DEM), £ BR#L3 1% (Finite Element
Method: FEM)72 E3 T 05 SV, BRITHKL 7 O MG IC K 2 @ B iz B9
DFATICIZ PFM X° DEM 723, & 7o &% B2 0 A ORI 13 MC {53 L TOVFEM 78 &K <
MNBTEY, EFETEND OB GRS S TnD M3 LinLiens,
BUED RO MR CIXR DN Ib 73O R RIS L RFMZ2 E 3 5720, FHHEMEOK
ME7eMERER EAREEN TV D,

ZDOHT, KRR TREG L T WM & @ AL Z 1 5 BErE# o M RE I BT
DT FEFIIR SN TV A, C.S. Kang 5%, BERSEEDH R EMEE OB S 4547 %
BRI L, kot FEM fRATIC K D04 & O —BEIC DWW Tl R T %
9. FrEE B 3 K OUKH b IX 8k RBERS o B S O M RIS 12 X D RE O @EELIz oW
T, FEEORIETALI AT 2 BN LI/t kot FEM AT 247\, £ DRI
DNTIRARTUNG 3659,

BERS AT O 1 RSB 12 B3 2 BUEMRAT A R & S D8R & LT, BERS IR EEZE
Ll @B L 2 &, JHLOMB L OKIIBIROZ X a2 G752 &,
Beft DEERWT 720D Fe O H CHLHIS L OMSIIITF OFLHUZ KL D BERSE R > 7 5REE )
Ripd T L, ZNHITNZ B WIS J OB O TR ONEE S 72 % b,
ZIVD ZINBR LT 217 5 121X, RIEFHREBOMREATZEL TWD LB 5.
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Z 2T, ARETIIBEAE M OB EHE T b B 3 ECH b & 72 o TR RE
HEE TS LEMEEEZTHT2B0T, ZNE THREEE B2 S TOBERM O
M D =Wt FEM fENTICIIT 5, BBMEATE S KO EA 4w HE 3 5 F
EORENL 2R ATz, GERD X 7 gt b 2R a2 KRBT HHREIXR2 Y, BEf o
ZAER & L COBMEEAMEZIC ) — O X & L THEEfb L, 2 a2 L fUER
HEFE ATBEZR LA FEM i#FT Y 7 b 7 = 7ICE A L CIER 0854 OriE R & oF
NEMIET D2 ET, ZAERSEOBEELEL LOBEEO THIZITo7. T7hb
b, %2 B LU 3 BTG L2 —REER RO M IS TR 1T 2 BRI
BLOEEZLEZ TR TE 58 LW FEM T ET7 VARREL, ZORNMEE T
OEAEARAT & FERNE D LEi 21T > 72

HARIIZIE, EBEO—REERSEROIS ) — 0T BT — 2 28 AN LT3t HEE LT, 418
TP, BEAEIRIE, BERERERMI O 3 ERAZEE Lo AR IR O —REERSIRIRT L,
%G LS S I L 2 BHEAE 2 S8, 2L, b &onsmik,
B, BEIZOWT, §2 BB LU 3 ECITo 7o mEiEIC L 2 ERE & g L, &
WHIECTIRET 5T VI KO FIEDO XYM EARET 5 2 & T, MR =ouiik
AT D BERG TR~ OIS FTRENE, T2 BB L OS5 B AL 28 o T Jll 7] e
MLz,
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5.2 HERM B X OERGE
5.2.1 —RBERE A DL wlBR

BEfb R O v 18 2 R BL9 2 FEM MPTICIE, S ERICHIY LT AT —4
& LT, FEMODOIES]—OF x(Stress-Strain: S-SFRMNSLETH L. TD=®, S-S H#
HEAGHOHFEM & LT, %2 =B L O 3 57 & [AIERIC Mo SR IEE A a8k & P
J£ 980 MPa, # PAZCHEMERE L, FEMMAE E(po) % 74 Mg/m® & L7c b D& HE LTz,

JEMARREIX, 52 FD Fig. 22-3 1R Lizc7a—T 4 V7 X AETITo T2, i
TR % BLZ2HE 30 Pa LA T OBEZEFICC, —REEERMEZH 2 = CHW B~ 1
5772 975°C, 20 min (No. 1)&, MEHRFEMBLIO=T %y b oA 7IZE LT
1050°C, 20 min (No.2)& L CHERE 21TV, J v TR Ly v L BB A 1k - 10
X10X55 mm)ZAFRE U7z, —IRBERS KRB B (pps)l L pe E D BN & R LTz,

Fig. 5.2-1 (ZJEAEABH FIAREBR A O X 273, Ko LBy, Ak
FNES S, EAS mm, &E 5 mm OFERBRA 2T A ¥hy hTIERLEZ. —K
BEfE IR DJEMEHTE — 2 b 17— 27 (Load-Stroke: L-S¥RX % BGT 5728, EHaARICIX
— il p4 LB (TENSILON i RTF-2430)% H\\ 2. [TE B LI ONEME LR O BT
Pzl OO FEBARI O 72 D FEAE R I RS A B L, 77 n v — M ERREBR T L
JEFORICHAL T, WMET L X OERER) 2TV 1000 mm/min, JEHEEAT 70%
TIEME L7z, 5 6h7z LS #1X1% FEM gttt OFfET — 2 & L7z, [EMiR O MR
R AME 2 AR TE TS (Scanning Electron Microscope: SEM)C, Wiif 4 @4 #% %
SRR (Optical Microscope: OM) THLEE T 5 Z & C, AL LS Bk D
IMPERENRIE A MR LT, BEOHIEIZIET V¥ AT AECKIRE) & HVW-.

¢5 mm

N

E M~—
iI Upper | ~_ =

~

Ay

‘\
—_— Size: 10mmx10mmx55mm

Lower
N~—

Fig. 5.2-1 Specimens for compression test.

Sintered specimen
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5.2.2 FEM ftir & 7 v 36 K ORRE 54

FEM fEATIC L0, —BERE RO SRS 12 X 2 M Eh s L O 2L % G i
ETHATLIEER AR, BEMT Y 7 by =TI, Yy I —% 0 H
DEFORM (ver.11.0) Zf#f L, FEM fi#trH 5 L-S #RIX O R 2 5 7.

Fig. 5.2-2 \Z—WRBERS A AR 0 FEARRRERIZ DUV T o ZROeir€ 7 v 2§
BT M2 kR E LT, ERUCTFRBIOSRIAMEERE ER LT

Table 5.2-1 (2 FEM DT MEZ2 R, (I IRoT FEM fBHT R Z2, S&141(Q2)
~(SIZ =IRIC FEM FRMTSRAE 2 2 E R LTc. i Cig, SBR i O 8 7% & I PE(R,
MR L OV IR D H®IR L, Yo 7R %E 210GPa & L7z, ZAEAERT—FD
Yity, BEEE 1.00 (BE 7.874 Mgm®)iZxt LT, ZABEROEELEZ 094 (FEE 7.4
Mgm?) & L7, 72, KREET IR O EHOER Y A XE2MN TDH2DITA v
Vav4 U EERLLE. BHEOUVEL, $RbbU Ay ald, VT FU=T
DODr—HNY Ay afiBEHN, Ay ay gy NYOERH SR U EHBoRE

Density ratio
Density

Specimen
Specimen gz
Die L |
4 0.940
I 0.994 Min
0.997 Max
g
— s —
2 mm 55 2 mm
(a) Layout of punch, specimen and die (b) Example of analysis result after compression
before compression test. test.

Fig. 5.2-2 2D analysis model for compression test.
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Table 5.2-1 2D/3D FEM analysis conditions for cold-forging of sintered material.

Object Type/ Model/ Method @ 2 3 4) (5)
Elasto Porous Rigid Porous Porous
-plastic material/ | -plastic material/ material/
material/ 3D material/ 3D model/ | 3D model/
Axisymmetric model 3D model remeshing | remeshing and
2D model element
elimination
method
Density (relative density) - 0.94 — 0.94 0.94
Element count [count] 2,103 | 148,148 158,389 148,148 148,148
Calculation step [step] 90 2000 500 2000 2000
Punch speed [mm/sec] 16.667 1 1 1 1
Step increment [mm/step] 0.05 0.001 0.01 0.001 0.001
(die displacement)
Shear friction coefficient 0.01 0.4 0.4 0.4 0.4
between a specimen and a punch
Shear friction coefficient 0.01 0.08 0.08 0.08 0.08
between a specimen and a die
Remeshing [mm] 0.01 0.01
(Maximum stroke increment) B B B
Target volume (for meshing) — — Valid Valid
Cockroft & Latham marginal 100
damage value - - -
Fracture element - - - 1

FEERATITAT 9 L O Lic. ¥ A —ME(D) D EFRITIE, — B b 417 Cockroft & Latham
K SNE N, Dy RO LB Th B,

T DEE,

7R T D

Omax -

an
o

D, =I(G—

R EIS) [MPa]

g : tH4ST) [MPa]
de : fHEOT Iy
BEHHE & LT, ¥ A—Uff(Cockroft & Latham marginal

(5.2.1)

damage value)% 100 |2, f%Wr 235 (Fracture element) 7 & 1 BHE E Lz, D X 9 IZfiF
Mrgetth 2 BEPEICE R LT BT, JEMERER G L OMRIR 4 2 i B3 E ) b5 Z kot o
L-S #RX &R — % & L, =IL FEM Mt V7.
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5.3 REBF OEMERBRE R

Table 5.3-1 [ZJEMERRERIZ K 5 FAHEABR A No. 1~4 OFERERREZ =T, KD
No. 1 THE L 0.985, No.2 T 0.991 £ TOREEN 2SN TEIY, HLITEERMRE
AR LTWD I ERbnd. EMRRGOBELX I LI25E, AiMLEORD
WO/ F i EMBE S LD _ERI(Upper) D J7 A3 af B ZE D i b B F{Al(Lower) &
DB E < TR DT, EEOBRBERBA COLHERTE TV D

Table 5.3-2 (ZJEMERER S O HARBR T O~HEZ L 28T, B3 7eb bifAZ bt
(Upset ratio)lX, (EMHIMIE S — L& S X))/ FEMPME S, &L REVIEAAL
X, BEAIMAERBRA T 07U LS, FLORE, MIETORER O LA 72
b koA 2 T ICmFiEET 52 & T, TR mWRIARER G OND Z
EVRDOND.

Table 5.3-1 Result of density measurement after compression test.
Density before  Density after

Specimen Sintering condition Cut compression compression Den_3|ty
No. position test test ratio*
[Mg/m?] [Mg/m?]
1 75°C. 20 mi 7.76 0.985
975 ? 0 ml_n Upper 7.40
2 1050°C, 20 min 7.80 0.991
3 9 i 7.70 0.978
975 ? 20 ml-n Lower 7.40
4 1050°C, 20 min 7.72 0.980

* Density of wrought material is defined as 7.874 Mg/m?.

Table 5.3-2 Comparison in size of specimens before and after compression test.

Specimen Cut Diameter Diameter Height Height Upset
No position [mm] [mm] [mm] [mm] ratio
' (before) (after) (before) (after)
1 Unper 5.0 9.6 4.90 1.27 0.741
2 PP 5.0 9.0 5.22 1.54 0.706
3 Lower 5.0 8.3 5.22 1.83 0.650
4 5.0 8.8 5.49 1.72 0.687
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LIRS, &8s BEAbARrE S K OVBMEATERR I AL 5 AR A No. 138 XU No. 2 D
BT 21T > 72,

Fig. 5.3-1 3 X O'Fig. 5.3.2 12, % H#EGE# 0 FIARBR B No. 135 L UNo. 2122\ ¢,
il O F i SEM B35 L OWria O e @ik 2 =7, @RI, KILEG)B L U%E
77774 MK, 7274 MEA)BIU—F4 NEA)DELEKTHL. Zh
LD, JEMiEOMERERF ORE IR LOWNEBICE R 202 &, 3 L ORERF N
TEMERENIN AR L TWD 2 & DR S iviz. — RIS RM o mfgaElE, JaiAs
PESUEWrEFE O AL D 80% AN TITHOIN TN D P02 Lavh, ARIFFRICHVW LD
—RBEREIRIE, RSO RS L O A EEZ A L T D E VR 5.
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Specimen
No. 1

Position
of SEM image

7
Cut

Positions
of OM image

10.0kV X200 WD 14.5mm 100 um

(b) OM images of cross section.

Fig. 5.3-1 Surface of side area and cross section after compression test (specimen No. 1).
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Specimen
No. 2

Position
of SEM image

——
Cut

Positions
of OM image
L4y 2)
=3

10.0kV X200 WD 14.1mm 1004 m

(b) OM images of cross section.

Fig. 5.3-2 Surface of side area and cross section after compression test (specimen No. 2).
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5.4 FEM TR
5.4.1 ZLUE RO "R TTIBIE IS TR
BIEZRFHA L-S SR A8 U, #8380 =RV TR O/l T — 2 & L THW
D712, —IRBERSRO FIAERER 2> B 4572 L-S #IX &2 FIV T, #1612 ik oe s
TESRAT 24TV, & D25 %2 FRaiE L7z,
Fig. 5.4-11C L-S #rXEHFNEA R L, Fig. 5.4-2 ([ —RBERESAE - 1050°C, 20 min
DOFE No. 2 DffTiE R 29, LA, [FIRER A 2 FOE HH FNE O FEM 2k~ 2
Fig. 5.4-1 1T~ LT FIRO~®F X L HAGE A v e L-S #REIAHE G 15X
UToDLBTHD.
O Y L7z 5mm FIAERER o L-S #RIX(LA) % ERERABR B 15 5.
@ L-SHHQAA)DE v G IEZITV, AL —AHOT HMX & Lz BT, BT
—BOT R ABC AR T 5.
@ HISN—BOTHMXAB)Z vy, HEBMARE— N T RooEME Bk 2 55 L
T17 9.
@ L-SHHQRA)E L EIS ) —BHOT A8 X (2B) 215 5.

A

O Compression test |@  load-stroke diagram (1A) :
P "| true stress-true strain diagram (1B) ®
f (1B)Input load-stroke d%agram (1A)
Analysis |, |@ load-stroke diagram (2A) load-stroke diagram (2A)
(Elasto-plastic mode) true stress-true strain diagram (2B)
(1B)Input
@ [ Comparison | ®
load-stroke diagram (1A) load-stroke diagram (3A) < Analysis
load-stroke diagram (3A) true stress-true strain diagram (3B) (Porous mode)
i imati Not match
Correction of Polynlormnall Aapproxm;zﬂon "Rty zoro
true stress-true strain diagram (1B”) analysis (1A versus 3A) seek of 1A

ST

load-stroke diagram (1A)

Analysis

> load-stroke diagram (4A) | load-stroke diagram (4A)

(Porous mode)

Derivation of load-stroke
diagram (1B’) for 3D analysis

Fig. 5.4-1 2D deformation analysis procedure for sintered material.
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80,000 | 1A
2A

= 3A
é 60,000 |
s
S 40,000 |
—

20,000 |

00 10 20 30 40 50

Stroke [mm)]

(a) Load-stroke diagrams (1A, 2A, 3A).

2.0

1.8

1.5

Ratio [-]

1.3

1.0

(c) Ratio of true stress in elasto-plastic material

Ratio of True stress in elasto-plastic
material and porous material
| P Polynominal approximation

Polynominal approximation

/ processes from i) to iv).

0.5 1.0 1.5
True strain [-]

0.0

and porous material.

80,000

60,000

Load [kN]

40,000

20,000

2.0

2.0 3.0 4.0

Stroke [mm]

0.0 1.0

(e) Load-stroke diagram (4A).

800
‘s 700 |
600 |

wn

o

=]
T

400
300
200
100

True Stress [MPa

1B
2B
3B

0.5 1.0 1.5
True strain [-]

0.0

2.0

(b) True stress-true strain diagrams (1B, 2B, 3B).

800
"< 700
600

W
=
=

400
300
200
100

True Stress [MPa

—18

00 02 04 06 0.8 1.0
True strain [-]

1.2 14

(d) Corrected true stress-true strain diagram (1B”).
(1B’=1BxXratio of true stress).

80,000 | — 1A
4A

é 60,000 |
=
S 40,000 |
—

20,000 |

00 10 20 30 40 50

Stroke [mm]

(f) Comparison of load-stroke diagrams (1A, 4A)

Fig. 5.4-2 Results of compression test and 2D deformation analysis for specimen No. 2.
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® L-SHEX(1A) & L-S R QA & bl L, WA —T 2 2 & 2l 5.

©® B/ —EBEOTHMBMEAB)E AW T, ZAEKE — N TR 217
VY, L-SHRKEBA)ZHES.

@ L-SHRX(1A) & L-S FRX(3A) & thife 4= 5.

AR T, FIEOT L-S X (1A) & L-S HBREEBA)DOM#RKIT—FK LTz, £
OHH L LT, RONCHWZIEET — % Th D (LA)PEBRO—REEE R T Rb b Ll
BROEMEABRIZ L 0 EONT-bDOTHITEDEEZD. Thbb, LS BX(1A)I
BEICZALBEROFHEZRNE L TV D THLIC L 0b o, e —4% &
L, V7 =T OZAEERE—FEHAVHEL TN THDL. LoT, ZD
L-S ##X(1A) & L-S #IXBA)DEEMIET 572, LA TNICRTZEAGTE i)~iv) &2 1T
ST,

i) Fig. 5.4-2 (D4 A b o — 7l T L-S#E(LA) D A L-S #REA(3A) D faf B DA {5

2>, A Fig. 5.4-2 (0)DE)S ) —EOT BRI (AB) D Sis I3 EG T) — BT BRI

(3B) DI SIDIfENEFE T H. FEXELLBFELTHD.

i) Fig. 5.4-2 ()D& BV, IGITHLATEL) —BEOT B2 ER L, £ Ol dhiiz

ANRDOZEATHD.

i) ZEAD DGR EZ IR E LT, b & T —2 ThHHEIG) —HOT 4

K(IBNZHMT T, MIEEIS ) —EOTHBRK(IB) & 15 5.

iv) MiIEESH —EOTABM(B) 2 AWV 7- 2 IUE KT — P CHEERRBR O E

21TV, L-SHRIX@A) ZES.

FIE i)~iv)Z FhE L 7= k5 5, Fig. 5.4-2 (IR B0, L-S R (1A) & L-S 1K (4A)

T—B L7z, XoT, ZROCEIEETEMNTIZIE, ZOZEAEUN /6 IHIER
JEN—BOTHBHEAB)E WD Z DR RY THDH Z RSN
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Fig. 5.4-3 IZHRARBNTRD b TZBBR T OIEHET — & T b b EEIS ) — BT
A ERT. KD, 1FIER COTAHEQ0.61) THRAISHZEZRL, No.2 D RHET
BWZ ERDNDL. ZNHOT —Z Z %R 5 =Ikot FEM Tz vz,

Table 5.4-1 12, FMFERER A O EAERAER & kot FEM fEHTIZ L 5 JEHE & & B E o
W ks R A R, R D, JEMEE & B T BRI AT IS IR R IS 2 &
RENTC. ZORERIT, AWFETRET 2 ZHEAT LI L O IR TEMEE TR O E
MEFNENZE THDLZ L AR L TN,

Vi

o
o
o

o~

o O

o O
T T

f\‘\

a1

o

o
T

400
300 F
200 ——No.1
100 | No.2

0O 02 04 06 08 1 12 14
True strain [-]

True stress [MPa]

Fig. 5.4-3 Corrected true stress — true strain data for 3D-FEM analysis.

Table 5.4-1 Comparison in compression amount and density ratio for experiment value of
specimen and 2D analysis value.

Specimen N o Compression . .
No. Sintering condition Type amount [mm] Density ratio
° . Experiment 3.63 0.985
! 975°C, 20 min Analysis 3.57 0.995
° . Experiment 3.68 0.991
2 1050°C, 20 min Analysis 3.70 0.995
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5.4.2 ZAUERD =R TTIBMEZE T ARMT
5.4.2.1 fEHTET v

Fig. 5.4-4 |Z—WRBERER (/v F 72 L v L B —ERER FrTIR) DA IS 4 F8
T 5 =Wt FEM MM EMENTE T VAR, ZiuE, B (Specimen) % 4% (Die)
WAL, B & 0 W2y S B F(Punch) TR 5 #H LiE 4 2180 TH
L. FRNTICELT DA &P EE L, 4ET VL LT

Fig. 5.4-5 7> 5 Fig. 5.4-7 I HEICHW L N T, BB B LOX A OBIRE £
NIRRT, 28, Fig. 5.4-7T DX ATEIRITITH TH V, FEEOSRIZIRE R DT
NUFEEKELIZLOLE LTS,

Punch

Specimen

Die

Fig. 5.4-4 1/4 model of 3D FEM analysis for cold-forging.

52.77 N 7.93

NN
S e S e
< \ S N

Fig. 5.4-5 Shape and dimensions of punch.
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Fig. 5.4-6 Shape and dimensions of specimen.
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Fig. 5.4-7 Shape and dimensions of die.
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S BTN RARR A 3 3l L T D RE O R HEIFEAY 10 mmx55 mm T, B f
\Z BN T BT D BEOBAREAE Y 8 mmx53 mm L2 5 KO SFEERE L. Lo
T, H2FPBILOE 3 TR Z A LRm RS & [FERIZ, U AE 1 mm O%
WONEEMERENC L 0 EFICRRE LT 2 L D,

BANDFENT St % Table 5.4-2 (27”7 =oeD VA ET /L& Licl=, BRIk
PRI (L, 0, 0)if & (0, -1, 0) i & 7% & L 7-.

T B A EERIIAMEREI A R E W D, Fig.54-8 DXL DI T 4 Rusbo
A X Z0LEATL, Aviay sV FUEZRELTE. 2OLHICTHZ LT,
7 L — ADBME AR O E RN OERIIINTITE N, Ay ad A IR U0 L d.
F7o, BROBBEEZHET IBICHERT Va2 e7 V(REELEERT A D T —1H)
DFH RN IEE TRWIGEICERT 7 =12 572, A v = B fAER L CEHE 2k
FSELOHWEE “V Ay a” Zr—hLAyialbll, Tk, ERPAXLE
FOBICEV Y a T COFRMENEE TRWGEIC, YT 2B EDOHZ BT
HU A alkThH5.

Table 5.4-2 Analysis conditions of porous material for cold forging.

Object Type Porous material

Density (relative density) 0.94
Element count [count] 148,148
Calculation step [step] 500
Punch speed [mm/sec]

. 1
(Compression speed)
Step increment [mm/step] 0.01
(die displacement) '
Shear friction coefficient

. 0.4

between a specimen and a punch
Shear friction coefficient 0.08

between a specimen and a die
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Fig. 5.4-8 Definition image of re-mesh window.

Fig. 5.4-9 I[Z AR ESE T 1%, BT EHID A > > 2 03D BE S LTV D ifNTET
R, ERICHE U2 BR T & FEM AT L2 b 0 & i35 7212, diks
fPEL %A 1200 kN & 58 L7z, EERIC R T80 D 8aEf I OW TEZIR T 2 203,
IR T LR P B O ERE AR S B II AR O, EFIRR A i L7,

Fig. 5.4-10 (2, #i&Ek O AR No. 2 52)D Rk L W BEER O ~HEHE
HECEEIE) 2 A7z Wi 2 m 3. SHEIESA YA =D K lE Lz, R
B i ORGERAT TIIEM (A b —2)ORENPLETH DA, R L oRki&m
X 10.50 mm B X OSEEATOER 75 X 12.05 mm Z A5 &, JERME &I 12.05 - 10.50 =
1.55mm &72%. KoT, S CIXY AANCA hr—27 & T 1.55mm L FiF7z s &
OWrE R Z MR T HZ & & L.
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Fig. 5.4-9 FEM analysis model for cold forging.

1 1
-9—16 —>l—e
) ’r N
+ +
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9] o
S |
_ Y V
10.18

Fig. 5.4-10 Schematic of cross section of cold-forged specimen.
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5.4.2.2 VRS O =WOTHRHTRE R d L UVE 52

FEUER 22 BT B O R O 7o DT DV TRENT L7z, T RFIx AR
Table 5.4-2 DFMHEZOEEHW, 7V =7 N A T ZMIBHERICET LT,

Fig. 5.4-1112/3F A b —27 A 1.55 mm OB D 1/4E T /L DN #E R %, Fig. 5.4-12
W VAET NV EI T—abt— L7z /1 &fKART. £72, Fig 54-13 [ZHITRER LY
72 1/1 23 F O L-S #K % 0R77.

Fig. 5.4-11 1Y, RAFROHME # 25 L H O NI EEOBE (Fig. 2.3-5 Z2) X
D HEWVA, Fig. 5.4-12 1B 1TF 2 RRRITEMITRS THEEIL TWDH Z &Ebho
72. Fig. 5.4-13 [T BEELIZONW TS, A he—2 R K% 1 mm BLET 1000 kN

AIZICZET DM AR L TERY, Zo& SBERSNAEEL TVWDHEEILND.

LLEMN D, B OREMER 7 B3 L O AL 24048 L7z

Step 156

L 16.2398

2.3e+005

173e+005 F /L

1.15+005 |

5750+004 |

0 i i i i
0.000 036%"0?(;3(’“'“)1 " 147 1.84

Fig. 5.4-11 Analysis result of 1/4 rigid-plastic solid model for cold forging.
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Step 156

Ay _Load Predict

2304005 |

1.736+005 | ! g
1.156+005 | S

5.75e+004
: -

0 L " L i - /|\
0000 O 3S%tr°?(é3(mm)1 " 147 184 Y

Fig. 5.4-12 Analysis result of 1/1 rigid-plastic solid model for cold forging.
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0 1 1 ! ! 1 L ! ! !
00 02 04 06 08 1.0 1.2 14 16 1.8
Stroke [mm)]

Fig. 5.4-13 Load - stroke diagram obtained by FEM analysis in cold forging (Rigid-plastic
solid model).
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5.4.2.3 fRETITIE DR

Table 5.4-3 IZfiEMT S 2 3. ZAVERITEMEEE N ET I ONEILn S5, 2
ROREIIHD T 2 -0 RAEm I BRAPEHKR I VK 25, XvFRIr—7 2 1
mm DA DRI A BRI & £ O B3 7 b BLIBMIRENC X 2 RN OMRRIZ, U A
> ¥ a PEYNIATON D X O T St & st L7z,

9, T H“Remeshing”Z AL, A —2772%0.01 mm BEI+5Z 812V
Ay a2 Z BRI T . £, BREH H “Target volume™(Z KV, G H B X
O Ay v 2 RRZA U 2 FHRERRZEIC & 2 TSR & (Rl C & 2 (KRRl R AR 4 A %)
fbLliz. UV Ay v alEOR I OBRIIRBIN, SHRBPOKREELZ —EICROZ LN T
5. oI, RFTZRI S OT B O INA kT % 72, DEFORM ORHRE Tdh % 23R
HEEEZ RO, ZHUEEROBITIIER D EE—ERM 2w S RWic), O B0
P LOT L, OFTHEHWEARTIA=ZTHLX A=V REL 2D, BEEMIX
JEME CTEEED E2 DI OIHIBEMEIRIT TSN T WL 728, BT O 23488004 %
ZEIEFEARARTHD. I T, BEMEEEOREHEHB L LT, %3 (Fracture
element) % A0t L 7=.

Table 5.4-3 Analysis conditions of porous material using element
elimination method for cold forging.

Object Type Porous material
Density (relative density) 0.94
Element count [count] 158,389
Calculation step [step] 2,000

Punch speed [mm/sec]

(Compression speed) .
Step increment [mm/step]
(die displacement) 0.001
Shear friction coefficient

. 0.4
between a specimen and a punch
Shear friction coefficient

. . 0.08
between a specimen and a die
Remeshing [mm] 0.01

(Maximum stroke increment)
Target volume (for meshing) Valid
Cockroft & Latham marginal
100
damage value
Fracture element 1
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Fig. 5.4-14 I[ZEWr B R 254 0E L - EREEREOMER Z7n7. KLY, FFEOER
BLOEHDOERZNRA S A= ELL BT o7c & TR ERZEEL, sl &
WV Ay aTHEETHLZ LS. 2Tk, OFTHOEFELHR
RIS CE D EER T

UED LB, HMENTFEOHADEIC LY =Rt FEM T &2 74 7.

1. Standard 2. Excessive local 3. Eliminates the 4. Software interpolates
Statement. strain of elements elements to avoid strain the volume by
appears. concentration. remeshing and element
elimination.

Fig. 5.4-14 Schematic of remeshing and element elimination method.
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5.4.2.4 BRI EIEC X DTSR

Table 5.4-3 OfFEHTEAFF X OMARERT No. 2 DI EREN S —BEOT A7 — % & H
WT, /N F R hr—7 2mm £ THfg L725EH O 1/4 E7 /LD FEM f#HTHE R % Fig.
5.4-1512, #BRA O 1/1 2KK % Fig. 5.4-16 (279, @b L= iRBR A o il S
10.50 mm, #AESE 10X 1244 mm T2 O HRAE S 1.94 mm Th - 72, Fig. 5.4-10 12
SRR T O HEB KOWIRO FEEIEZ 8 L7223y, 20 ARE L 72BE o i el s S 4
: 10.47~10.51 mm, AP SHPH : 1.90~2.11 mm & LT, BT
ThdZEeNbholz. £o, RADIIRIZONWTY, BEFFMORREILHN S F Y4
AT TR Y B> TWnD 2 &, RGAITE TR RBILEATND Z L, BX
OWUREN RS> TS Z &7 & AR —H L TW\D 2 &R I L. Fig. 5.4-17 12,
BRI EEE AT &L v Ebn /1 €540 L-S X %277, Zht Fig
54-15D /4 ET NN EZ 45 L7250 THDH. KT, A ha—277 1.0 mm LA

Step 1554

1.74e+005

.............

1.16e+005

5.8e+004

,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,

0

T e e o bacw
0000

0.420 0.840 126 1.68 210
Stroke (mm)

Fig. 5.4-15 Analysis result by use of element elimination method (1/4 model).
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BETY Ay v 2BOFATHE A, MENEHIL THL05, HIEBHEETHEIT LIz &0
O EPEMT 2B Z R L TR, FETE MR N ORISR D.

Step 1554

Fig. 5.4-16 Analysis result by use of element elimination method (1/1 model).

1200

1000

o

o

o
—

0 " L 1 .
0.0 0.5 1.0 1.5 2.0
Stroke [mm]

Fig. 5.4-17 Load - stroke diagram obtained by 3D FEM analysis using remeshing and element
elimination method.
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Fig. 5.4-18 12, M#EAERA No. 2 DEEIC) —BOT AT —F 2 AW TR L7
B T MORERMIHER SN DBHEEROBE NN G, N FBIOY A
(AR 2 3B R OB O A, HR RN O 72 O L EREB ORI
L0, BEOREHNEE VDL EEZEXLND. LML, fifE% 1200kN &3 E L
T, FEBRICHHBEZT > 3B OFEHE TR 7.8 Mg/m® Th o772, FHEHE
IXEFEET 098 (=7.8/7.874) fHETHIVTERIFE VR D, &R OFEXEE LD
PIEIX 0.978 ThoTloZ &b, BERSM OGO 4 FEM AT CTHICE %]
REMED RIS A.

Fig. 5.4-19 ({2 FEERD—RBERTARER T OB MHEM R A R"T. KD, —RBER
ROBEENARL, BB BB L O THICH P ROBENETELS 2o TNDH &
Bond. Fiz, FHELEEEITRBA THRE < o T2, ERRICmFiE L
T RRBR T I EERER T B S TS THREIKT LT A Z Ebh s, A0
AT CIXaRBR T DB EE AT & —kk & Bde UTRRNT L T B 720, MRITRE SR & b oo B
26 P> THEMET LT EREOBE M L IXRR2> T 5.

Ko, EMERER G R A O TEREA L, BEBRET LV CRITEZITS 2
EMTEIUE, RVERBERBREIGOND LHERIShD.
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Step 1554

0.940 Min
z 1.000 Max

ol

Fig. 5.4-18 Density distribution by cold forging analysis using element elimination method
(specimen No. 2 : 1050°C, 20 min).
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Fig. 5.4-19 Density in three-divisions of specimens (PS conditions: 975°C, 20 min).
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5.4.2.5 WIREKE ISR HRERTE, FEIfArE IS KUY FEM AT fif B 0D LK
WIS 1T BT DRk EMT E, FERIFTEFS L O FEM AT fif 8 OIEV M DUV TRFT L
7=. Fig. 5.4-20 |2, AREBRA OMMEGERE, L0 FMIEICOT 27— D& BT
PIE Lo EME — R FE— 7 i EMR K 2R T . frEAMREMOREMIZ 1 s & L
7=, F72, KRBl 2 8BS m B OLRFFRERY] (Load holding time) O E %% 75 L 7= &
BEEZBIRT 5. KD, EEOREMESE LTHE 1200kN & LIZEE, BT
(ZITHEKH 780 KN DFEHEN D> TWDHZ ERb0s. 2k, #EN% ML
KT RO BLABCROIRE T D7D R Y EREEZ L. #HETIINDZILEROR
ANEIN T 72, REDBFBAELRWEEBELNEE 503, KB O LIS
THRUEEAL T LR O L5 ICHMERBI A 2 9. 2072, BEARIC L 2 A F
TRVX—=PEMEERICHE S, MENS ERLR D EE X b5, Table 5.4-4
(2, BREHROE T B9 2 e O PRFFIFH] 2 7R3, KB AREME 1200 kKN TO
EEARR 28T 5 L 1390ms THDHZ LD, LoT, AiFFETHW:

800
Z
= A ppg: 7.4, PS1050°C, 20 min
o
5
L 700 }
o=
(&)
(e
-
S_ 600 Load holding time
(¢B)
=) | _ Holding load
- k\’g
4 500 | |
e 1000 2000 3000
:I‘Os Time, ¢/ ms
400 ' ' ' . .

200 400 600 800 1000 1200 1400
Setting cold forging load, F¢ / kKN

Fig. 5.4-20 Relationship of setting load and peak load of upper punch at cold
forging in pps 7.4 Mg/m? specimens.
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EE (F T AT TMS-200X100) D6, BREEA 1200kN, 1s TH-TH, L
RUFITDD o TOTZALIL 780 kN, 1.4 s TH Y, ZALEROIBIEZE I 0O 17 ]
AR TH 722 NI B2 5. Fig. 5.4-17 O FEM @i R Clx, A he—7 1
mm PL ETY Ay a2 L OERY RIS X2 IREM e @ < frESLE LT
DN, REBPMIRT HEHEETEREO M EIL 800 kN FRE CTLEML TND Z &b,
AT K D ZFUBEIR D =5t FEM FENTIEA IS 350 T b FERR ORI 2 R R <
AETETVWDLEBZIOND.

Table 5.4-4 Setting cold-forging load and load holding time by measurement using
strain gage set on upper punch.

Setting CF load Holing load Load holding time
[KN] by strain gage [KN] [ms]
400 430 1250
500 520 1250
600 590 1250
700 650 1250
800 700 1150
900 740 1280
1000 760 1250
1100 780 1370
1200 780 1390
1300 790 1310
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5426 MHTRERDE & O

Fig. 5.4-3 |2/~ L2 BERE Sotb 0 B 7n 2 FAERRBR B No. | O IEE S ) — B O BT —
2 % O TRIBROINT 21T > 72, 5 LIV B4R % Fig. 5.4-21 12, o1& 60
To~HE, BRI KO EE 30 & No. 2 DR & (T Table 5.4-5 (2R3, Zubnnb,
RERE R S RAT TETWD 2 L3 0, BERSH O IS Z SV TARMNT FIE D %Y
PERHERENT-. 12720, MR TE DX 2 &M T, S%IIMMAHETHRIIL )
HPRGEEL TWS MLERNH 5.

Step 1554

0917 I
0.900

0940 Min

z 1.000 Max

Fig. 5.4-21 Density distribution by cold forging analysis using element elimination method
(specimen No. 1 : 975°C, 20 min).

Table 5.4-5 Comparison of size and average density.

Specimen Sinterin 3D FEM analysis / Specimens after cold forging
P Ting Height to upper Height of flash Average
No. condition . i
surface [mm] [mm] density ratio
1 975°C, 20min | 10.496/10.47-10.53  1.972/1.90-2.21 0.979/0.990
2 1050°C, 20min | 10.496/10.47-10.51  1.948/1.90-2.11 0.978/0.991
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55 /&S

W TERAE T K 2 BERE IR D VEMEZS T 38 X OV 6 FEAL R O T rTREME 2 R 7200, 2
BrOBERS R DG S — OF 2R 2 IO CHIERE 28 H U, AT BERE kR i % 1% 7 11
H LT BIEE T 5 Z ot FEM T 217 > 7=, B bl 2 L FIoR T

1) MFERBR T OJEMERBRIC L 0, BEREROER ) —HOF HRR 215 T, ALK
O FEM fENTIZ A 2072 2 AU K DA IEEIG 1 — B O T BRI 215 5 Fik 2 f
SNLTE.

2) ZWRoC FEM f#HTIC, MHIEER I —HOT HRK, BEEREOYVE LY A v o),
ERHEELTHND Z LT, BRRE L OEBE LT & ERTIZE—BSEL 2
AT LT,

3) =Wt FEM fENTIZ 1T D ARANKE T 2 WA O M EB00 kN) &, FEESIZ B
PNUFIHER L T D I R E(T80 KN) &2 TIE — K SH D Z &N TE 7.

4) AMFFE TS L7z FEM fRITIALT, ATERERM Om IS IC K 2 @ bk Lo
WA Z RS Lo, Ko T, RFEIIHSERENHOBHELEE, BIR, &
REEBICRIEBEO THNICTEN TE L E AT 52 5.
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FBOE S

KBFFETIE, KT b~A A2 X— 2 & LIz Mo R EHE &8 2 v,
Z DBERE R TR OB RENE, FRIIE T TRE 2 LS E 2720 OFNENEEHED
ZEHRAME Lis. EMIREIE, —RkBER, Mg, RSO TROMAE
([Z &V, B ATHAR B RPN T SRS 10 T SBOE B A 2 1572, F 7z, BEG
THE L 72 D85 K DR O L OHEE S FTREZR, BT LW =Kot FEM f#AT
FEERZE L. ERITLOFELOBLIUMELNTMALEL LI TITRRS.

1 ETIE, BRIESORERNG, — BB <0 B B HH 5 (B 2 BERE A o
(LA & AEPEBN A, SIRHERM B X OV O EBRE(L TE, MR FERT AL OB
[T 7o WP FERRRE, ARBFFE D B B3 K OGRSCORERRIZ DV Tl 7z,

W2 ETIE, EBMEREIED DG TO LD, ©RHEMk, FER X OEHE
FREIZ RIFE 5T E B L, 08I X 2 @& bl L OB R I 7o ES
M EBIEM 215 5 DICH B 72 LREGG AL, N ORBRERE.

1) —WBERSREZ EIF 2 &7 =74 MRS L, =T 1 F RSN L
7o, ZHUX, @ EALETO Fe b1 MEEAHRFE DD 72 REEDIGEI1TIE, Mo 2 kb
v-Fe 7% a-Fe (Z2b U il in s ke & 2 Berb (R Eh RITIRERI TH D720, —IWRbE
AR D LS, REICMELTW 7774 MR E Y Fe FiNIZIERL L 7=
TehEZOh5.

2) —IRBEREIREEE & —RBERERE IS — E DA, S0ER O TR OE ST, BiEME Y
HM S ETBROBE O LA R, FREBEEEIC EAT 5. Z oMmiE— R EERE
FEITARTFE L7200,

3) —RBERERBEENEOEE, MEBEIC L 2MAEE LS b, RABEICET
D DI BEA- 3 7R E RGBT, AWFZE T W7o ATELER B A Tl 1200kN T
HY, TOBEORNEEITT8Mgm> L ELR S,
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4) —WBEAEIRIE B X OIS OB IE MR U CTh - Th, BEREFEM 60 min b T
KALDERRADMELE S LTV D 728D, BERERFH 20 min A4 & 0 B EREIZEN S
—WRBERE S 1075°C, 60 min TEEJE 7.4 Mg/m® DBERERIL, —RBERSIEFE 1000°C D
Bre LR —F A FRMAMEINT D200 68, R & BT
REICHEND.

B3 FECIE, BEBIRRIECRE, SRS RIE TR, HEEE R KON REVLEE D
FLREMFEORBLZRAONIL, F2 BORAERER L IFETRFIL, LIFTOMREES
7.

1) —RBERE S — RBERE KB EE IS b &, BRIEEIC L 0 SPBEE2K 7.7
Mg/m® £ T EiJ % &, REEITHBGH ORI Z RAFEAE L, £ OB THEM O
BEOK T AR X, FICRKALEZOHTHREL R TEIES.

2) G T 7.8 Mg/m® LL EICEHE AL T2 2 LI2 X0, Bl & &3 EHE S L7 kg
L2V, AR RBIEECHRM BRI 2 R & JEREE AT L D S 2H A2
L, 7.7 Mg/m® O AR F5REE D> & 50 B [RI1E i [n) 2 7~ 7

3) BVLHA DOIREE R S DVA RIS L LT, —RBERRE ) 7.4 Mg/m® T,
—WBERESRIEIX, =7 Ry by = A 25 L7z 1050°C, 20min, 35 X OUEMLEERE
2N D 1075°C, 60min AL E L. 0 LT, SFEMRIBGERE 1200 kN CTHE
T8Mgm* LA &+ 252 EREE L.

B4 RETIE, &3 ECHIARD R RS, mEBEREE Y, ZHUcHie
IRRIRBSLIRE 2 W L Te B o mR 7 E ka2 B & U, SRR SAE 0 & @Al
B L ORI R E T B A L. 5 3 3 TRl L2 U AR IR B 0O IR
1%, RIRFOFERBFIRE Cho7o/cw, miRlEIC LD S b7 2 JEBREDS rTRE 7R
HZER IRV CA BB OWE Z X - 7o, #0E12 & 5 &% B LT Fe b1 [ Bl m
B 0 S B 7% OB T, MRRRFED Mo U v FET y-Fe 28 a-Fe IZ&LT %
728, o-Fe R O End R RILHAN FE & 720, Fe O A CILHMAE L RESND Z &

- 179 -



Mo, LLTFOREREST-.

1) HRABRERE I OEZR REBGLEIC I\ T, &5 BRI M HE 13, Wk
SCr420H & [A5 DR RBEANEEZ T T2 Z LR bhoiz.

2) RS v &R 12K L 1000°C, 60 min @ “RBERE AT Lz k0, &
MLETH C, Mo 8L Fe OILBMNHEA, F 7o ifnE TRIEITERK S L il
MR E RPIERAE G I K DR LR KA R L2 2 & T, MmO TH
UNETER (437 J/em?) 35 H ATz,

3) L BERS v IR EAM TR L, #E TOMM & A ILEEES THA S B 71Z,
EIRERBECTOEERRIZERLIZ [ Lz, ZHIZ XD, MEEEICH 72
ER~YNT oA MEEIREA U Z A NEEREWRERB X OEWELE & L
R bh, RBICEEA—AT A MARREZ A T 572012 & SER %2 Il 7T 68
73 R T TR EE DBERG A 2 FEHL L T2
5 T, BRI OBEHE T b b 3 ETH LN E e o AR &

T S 5 ERE RO TR FTREIE 2 7R 72, AR B f 2% 7 LaCCmE

B9 5 =WRoC FEM BT 24795 2 & T, LN ORER AT,

1) FIRERRBR T OJEMERBR CRERS IR D ER ) —HOT AR 215 C, LB KD FEM
AT\ AN 72, EBRAE & FHEE OIS H D ZEAGT U & D IEEIS S — B O 4
R Z RO D FEZ ML LT,

2) —IRIT FEM fRHTIC, #IEEIGH —BEOTARK, BEEOYDE LY A v =),
BERHEELZHND Z LT, 2RI L OEEIZOW TR & ERTIRIE—H S
¥5HZ LI L.

3) —kJt FEM #ATIZ 1T DR NDMR 3 2 MM TR O ff (800 kN) &, EERIC L
PNRUFIER L T B RATE(780 kN) ZIFIE —HSEDH LN TE =,

ﬂ

G
M

- 180 -



SHDORE

AWFFETHEZE L7z FEM fRATIEI, ATEEERH O M MISBEIC X 2 @E Bk O
MWERZRBATREL Lz, Lo C, ERROBERBBETLOMELE, Bk, 2F%
kIO BB EIRIBIC S 2 MR L & 72 DL E O FRICIE M T & 2 aRefk
EHETHEEZLND. A%, FHREEOVERER B2, MRS 3 LD
Ay aRBEEMET LV EHNT, KVBERIITED L IICRD 2 LR HIFE
SND. Fo, BIROEMBRIECRERS 2 EMRGEICET IV Ia L —va U
AR OMRERN LA B LD IF LI BB LW EPRRESNS. B, I
FITEBOREREO Y I 2 b—2 g VOB bSO TEY, REBAEE LT

L, 5% bR, ki O FELHIB L O ERIC X 2 8E L, BEksig, £
LB ERRIROBIEETY, BB EREMICEMAEAED T Z Lz
DL HERIT D

ARWFFRIL, EEE LR X OV E L% OBULEIC A e Mo R ILEA &8
ZIWNT, PEESR TIGH PTREZRBLIEM 72 TR O TR L7z, s FANn
BHMHLATRLIEBHEBEDHEL, MET VAL T v 7 VT L RIZLDMHE
AR OE N2 T, ERERE (.7 Mgm) )R Eb-o70, HARTHAREELEZDL
nNo. ZOHRETH, RIFROPHEFIES—EHO TRIZE T 2FE, BIRE X O
W R AL DT — 2 PRS2 L 2 W/ 5.

—WBEREM 6 K OBV B D FH (Y ¥ L B — B RRER I B T 2 BRI B
TOMRIL, S%OMFRETHD. —WEEMEM OE R ITE MM Oz & iX
I ONTHEZR DS DT, KR TITEM AR L7 ETHEIZ X 2B MRIT L
T2, A= ZXLFHLNIZTE TOARY. B2, FERRAREE KRR 2ET
WAL LTz Z R GTfRAT, 2EE DO EFTIC O 2y — U2 T, O34, SRS X
OREIEE D A T L ORBER & O CERBOZEd IS T2 I 7 vl o fif

- 181 -



Fred 22 enTEhiE, HEOMBPIZORDBLAEEROD LEZD.

BEAS 70 G BV A L2 DWW T, S 67 2HMAFER Lo RMR H 5 &5
2 5. MIRERF CEHERRIZEBUI LML, Rili~OJEMEH ENEIC
Kz B, MEREEICENS Z EbREINTWD. 2k, S8 ELE
FmFEEM IC b S TITELEEZRAOND. BT, BERKIREBLH L 72FE
I L Cyay hE—=2 7 vay b T IR MEiL, REORKSK %
WM S S IEMREIG ) 2657 5 & ki, R OFEERILE X Ok EER T
bk LE oo 2B DAL & R EI, & RUER OINHIR) IR A H AT & HER
T5H. 2T A, REOEEA—AT T A B~ VT oA MCERRT D, 7742
bHbMLFHR~LT YA MeT 52 & T, Kiml{bds X OEMEE IS DD EF
o, HICEHREAEFMELEIXL, B2RKRIREM L EORE I J O E
FEMEDOWM ERMIFRFCTE D, Lo T, A%ITva vy FEEOK#EILLED, v a v b
R OWE 5758 1 KX ONMHEEREMEIC DWW T HREZ M L T R& LB XS,

- 182 -



WL D BB

1) Y. Kamakoshi, I. Shohji, Y. Inoue, S. Fukuda: Improvement of mechanical strength of
sintered Mo alloyed steel by optimization of sintering and cold forging processes with
densification, IOP Conference Series: Materials Science and Engineering, 257 (2017)
012011.

2) Y. Kamakoshi, S. Nishida, K. Kanbe, I. Shohji: Finite element method analysis of cold
forging for deformation and densification of Mo alloyed sintered steel, IOP Conference
Series: Materials Science and Engineering, 257 (2017) 012012.

3) BRMEKE—RR, SEWARS, LAl T, fEEE T Mo RIREG &BER M O BINE R KUY
J7IREE ) L 0D 72 3D D RERS I MBS TIE & IR IRBVLEL M D iclifk, A~—F 7t
REREE, Vol. 7 (2018) pp. 251-259.

4) Y. Morokuma, S. Nishida, Y. Kamakoshi, K. Kanbe, T. Kobayashi, and I. Shohji: Plastic
deformation simulation of sintered ferrous material in cold-forging process, Materials

Science Forum, Vol. 941 (2018) pp. 552-557.

- 183 -



wo

AW EED DITHTY, KIEEDLRTHHEL LOIEEZH Y £ LR RT
REEBEER T2 EnREREARI RGP H RIAR R BRI IR E D EEZ R L £,

MEREBEWFIZEL FEELZ XX TSN ZEONWSRE, ZR5THRE, ZWHEER
FOBhE LZB Y £ LB RGP R L2 amuett gl idimey v mE—Bh &
DRV IEHR L BT ET.

X DOBEERONCERRINEBLORIE LE2WBY £ LS RFERFPLE
T AR BRI H DHEHEE R, WEREER, WEHERER, FRZEH
FRAZJZ ML L BEIF £,

AIFTENL, FRFFPEIEA T K 2 MR ) HAR B = AL SR (Y AN A ) TORR
RO—ETY. MIEARZED D ITHLY, BERIHFEEBLOIHEZHY L
H EBGLER T3St H EEIL L 5 ONCH B4k, ol EsERdire v #
— LEHIIEE R AR, BREER St Uatt SRR, BrEE iR 5 ONT
P ZZRERR, RS B ACERR, MAEHY B REEERITL L0 EGH
FLLETES. £, AFEOZ -NTEREHEVWELEZ TR IWE L7 BEL
KF ARz —4E, ALBEBELEIES Z Y RrEk, BEEIRFEX IS SR
BRICODE D EHR L LT E3. A2 a0, RELRRL THREZHD £ LK,
TRIRU S TERFEEITHESINE LI eI BANI e o & —, AR 3755
AT ARG MEICEMOEZRLET ELITOLIVEHP L LT ET.

ZL T, ABFEIZOWTO ZHfRE T N b Nl E LA B YD £ LIRS EER
fire 2 —prk $RSHE, ICHIBAR R /NARE AR, i B EHMRERE BUa IR,
INEBELFER, RIAPEHIINGRE T HEiERR, RIATR B N4k, RERBOME, A H—
ARk, EfEE Rk, FKREFEZARIE R EE SN & o — B ORI 0 K0 S
L EFET. KBRIC, BB KRG T ne il SUMe FERm AR,
AR, IREAL 7R B ONTH R R OFERIT O X 0 G L LT £

- 184 -



