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Research on compound die forging process of hydropost chapiter

Tian Jihong, Wang Qingxin, Liu Jiansheng, Li Sijia, Guo Fengwei
(School of Material Technology & Engineering, Taiyuan University of Science & Technology, Taiyuan 030024, China)

Abstract. Through the analysis of hydropost chapiter forming process, the compound die forging process scheme was proposed, which is
different from the traditional round steel turning process. The forming procedure and load of two compound die forging processes were ana-
lyzed by numerical simulation method. The comprehension conparison results show that compared to the traditional tuming process, the
compound die forging process has obvious advantages in material utilization ratio and product quality; the asymmetric compound die forging
process is better, except for a higher equipment load is needed; punching into the blank under the condition of upper action press is easi-
er for upper punch than the lower one and the process is also confirmed by the subsequent engineering practice.

Key words: hydropost; chapiter; compound die forging; numerical simulation

DZ T8 PR ST LR FE F ST 4 o L 092
B G —, ARk BRI R e 2 o
SR ERI KR, R —A R, J
HER BB | Bk, W0 3 T E 4,
RIMLIES, Rk sRes, Bk (
B K, LA P RUET — 4 B AR R RET 20 7 2 = \g
. ?- '

KBRSk 1 2 72 LA SR AR 200 L X
B TS AR A W R 7 S R ER B I T | ¢

64

R ARE: 2012 -07 -27 ; ¥8iTHHE: 2013 -09 -26 B AEELE

BOWA: WHEARRERSEHTH (2013011022 -3); 1
TABFRARFLBTH (20123101); INFHH 2013 FERE &
BHRKFEQF MG R (201310109004, 2013232) 5 KA T2, MREFIRRMAERRERME, =RtkeE

Fig. 1 Drawing of chapiter
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Fig. 3 Diagrammatic sketch of asymmetric compound die forging process
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