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000 OO O O Rolling.In powder rolling [ also called roll compactiond , the metal powder is fed into the roll
gap in a two-high rolling mill CJ Fig. 8.180] and is compacted into a con-tinuous strip at speeds of up to 0.5 m/s.
The rolling process can be carried out at room or elevated temperatures. Sheet metal for electrical and electronic
components and for coins can be made by this process.Extrusion.Powders can be compacted by extrusion,
whereby the powder is en-cased in a metal container and hot extruded. After sintering, preformed PM parts may be
reheated and forged in a closed die to their final shape. Superalloy powders,for example, are hot extruded for
enhanced properties.Pressureless Compaction.In pressureless compaction, the die is gravity filJ

led with metal powder and the powder is sintered directly in the die. Because of the resultinglow density,
pressureless compaction is used principally for porous metal parts, such as filters.
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