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National foreword

This Section of BS 5600 has been prepared under the direction of the Iron and Steel Standards Committee and super-
sedes BS 5600 : Section 2.4 : 1979, which is withdrawn. It is identical with 1SO 3927-1985 ‘Metallic powders, excluding
powders for hardmetals — Determination of compactibility (compressibility) in uniaxial compression’ published by the
International Organization for Standardization (1SO).

Terminology and conventions. The text of the international standard has been approved as suitable for publication as a
British Standard without deviation. Some terminology and certain conventions are not identical with those used in British
Standards; attention is drawn especially to the following.

The comma has been used as a decimal marker, In British Standards it is current practice to use a full point on the baseline
as the decimal marker,

Wherever the words ‘International Standard’ appear, referring to this standard, they should be read as ‘Section of BS 5600’.

Additional information. This Section is one of a series of Sections and Subsections that comprise BS 5600. The contents
of BS 5600 are given in Section 1.1. Section 1.2 is a glossary of technical terms that have particular application in the
powder metallurgical industry and which are used in the Sections and Subsections of this British Standard.

Compliance with a British Standard does not of itself confer immunity from legal obligations.

Documents
British Standards Institution ;



http://www.avadocuments.com/doc/bs-5600-2-2-4-1988
http://www.avadocuments.com/doc/bs-5600-2-2-4-1988

BSI BSx5m00:PT2:
BS 5600 : Part 2 : Section 2.4 : 1988

1 Scope and field of application

This International Standard specifies methods to measure the
extent to which a metallic powder is compacted when sub-
jected to uniaxial compressive loading in a confining die under
specified conditions.

The method is not applicable to powders for hardmetals.

2 Principle

Compaction of a powder uniaxially in a confining die by double-
action pressing. Samples of the powder may be pressed either
at a single specified pressure or at a series of specified
pressures. After ejection from the die, determination of the
density of the compacts.

The density obtained in the former case represents the compac-
tibility of the powder at the specified pressure. The densities
obtained in the latter case can be utilized for drawing the com-
pactibility (compressibility) curve of the powder, i.e. a plot of
the density as a function of the compacting pressure.

3 Symbols and designations

Symbol Designation Unit
2p Compactibility g/cm3
m Mass of the compact ) g
14 Volume of the compact cm3

If the compactibility is measured at one pressure only, for
example 400 N/ mm?2, the symbol becomes ©p(400)

4 Apparatus

4.1 Die, preferably of cemented carbide, or alternatively of
tool steel, and two punches for producing either cylindrical or
rectangular compacts.

4.1.1 The cylindrical die should be capable of making com-
pacts of diameter 20 to 26 mm and a height to diameter ratio
between 0,8 and 1. An example of a design for tooling is shown
in figure 1.
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4.1.2 The rectangular die should be capable of making
compacts 30 mm x 12 mm and of thickness 6 to 7 mm. An
example for a design for tooling is shown in figure 2.

4.2 Press, capable of applying forces up to about 500 kN
with a minimum accuracy of +2 % and adjustable to permit an
even increase of the force at a rate not higher than 50 kN/s.

4.3 Balance, cépable of weighing at least 100 g to an ac-
curacy of £0,01 g. .

4.4 Micrometer or other suitable measuring device for
measuring the dimensions of the compacts to an accuracy of
+0,01 mm.

5 Sampling

The quantity of the test sample shall be chosen to give the re-
quired number of test pieces (see clause 7) with the dimensions
specified in 4.1. If necessary, preliminary tests should be made
in order to establish the quantity of powder which is needed for
fulfilling this requirement.

6 Procedure

6.1 Cleaning of the die and punches

Wipe the die cavity and the punches with soft and clean paper
towelling soaked with an appropriate solvent such as acetone.
Aliow the solvent to evaporate.

6.2 Powder testing conditions

6.2.1 Powders which do not contain a lubricant can be
tested:

a) in a dry die (warning: seizure and excessive die wear
may occur, particularly at high compacting pressures);
b) in a die with lubricated walis {see 6.3.1);

c) after admixing a lubricant (see 6.3.2) and in a dry die.

Documents



http://www.avadocuments.com/doc/bs-5600-2-2-4-1988
http://www.avadocuments.com/doc/bs-5600-2-2-4-1988

