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ABSTRACT

Powder forged Connecting Rods have become attractive for use in automotive
engines. The powder forging process offers beneficial material utilization as
well as the minimization of finishing operations over that of conventionally
forged rods. In the present work, the sintering behavior of Fe-2Cu-0.6C,
optimum preform design and forgeability of wvarious forging variables were
investigated,

Our data were generated using a newly proposed sub-scale con-rod developed
specifically to simulate the powder forging process.

We obtain optimum condition of sintering and powder forging process.
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Fig. 1 Powder forging process
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Fig. 2 Flow chart of sintering process
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Dimensions of sub-scale preform
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Schematic Diagram of Forging Mode

H1
Y
A Al e 39 T o
Al Rl H2 1 I m
A 19.44 9.45 | 66.61 | 15.27 | 11.17 0
B 19.77 9.36 | 67.96 | 15.12 | 11.18 1.0
[« 20.10 9.30 | 69.32 | 15.00 | 11.19 1.8
D 20,50 8.20 | 70.70 | 13.22 | 11.41 13.4
Fig. 5 Dimensions and weight ratio of

sub-scale conmnecting rods
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Table 1 Chemical composition of powder forged
sub-scale connecting rod

0, (ppm) C (wt%) Cu (wt%)
Surface 204 0.55 2.14
Core 198 0.55 2.08
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